* 


WITH WHICH IS INCORPORATED THE IRON AND STEEL TRADES JOURNAL Single Copy, I/-. By 


| 
No. 2163 MARCH 27, 1958 


VOL. 104 
Ni Registered at the G.P.O, as a Newspaper Offices: John Adam House, John Adam St., London, W.C.2 Abroad 60/- Prepetd 


UNIVERSITY 
OF MICHIGAN 
t), 
G@K for 
a, 


For All Industries 


Ib Made with the experience and skill gained by generations of 
craftsmen at the famous 


DOWLAIS WORKS 


Telephone: DOWLAIS 70 


JEST KEEN IRON & STEEL COMPANY LIMITED 


Head Office: EAST MOORS, CARDIFF 
Telephone: CARDIFF 33151 


JOHN A. SMEETON LTD. 


116, Victoria St., London, S.W.1 


=DSDALE & CO. LTD 
tAND TESTING EQUIPMENT 


RITISH LICENCEES H. W. DIETERT CO. U.S.A. 


‘Collin’ Improved Foundry Ladies—‘ Perfect’ Chilling Spirals 


3 MANUFACTURED IN GREAT BRITAIN 
Smeetolim, Sowest, Loadon VIC : 5420 


TRADE JOURNAL | 

to 
Od. 
to 
d.; 
ish 
all 
al), | 
x 
= 
= 

235 
is 
q 


FOUNDRY TRADE JOURNAL MARCH 7, 1958 


We design and 
construct comple 
foundry plantsand@ 
vidual machines 
operating partly 
fully automatically 
for any output 

and in every size 


‘conditioning 

plants 

veying plants 
guiding machines 

moulding units 

slingers 
pst rotor machines 


cupola furnaces 
installations 


Please write for leaflets and 
expert advice 


Sebold 


SCHE MASCHINENFE 
LRLSRUHE- 


Representatives in Great Britain: W. J. HOO F, 239a, Finchley Road, London, N.W.3. England. 


2 
4 Fra WW 
\ 
3 


RON & STEEL TRADES JOURNAL 


TRADE SOURNAL 


March 27, 1958 No. 2163 


Established 1902 
Incorporating 


Vol. 104 


Single copy 1s.; by post 1s. 4d. 


Annual subscription: home 52s., 
abroad 60s. (prepaid) 


Editor: 
Vv. C. FAULKNER, F.R.S.A., HON.M.LB.F. 


Commercial Editor 
P. E. CARDEN. 


Assistant Editor: 
A. R. PARKES, M.I.B.F. 


Advertising Manager: 
F. BARRINGTON HOOPER, B.A. 


Production Manager: 


R. J. LOVELL 
Publisher: Circulation Manager: 
H. J. Dwyer E, T. GRIFFITHS 


District Representatives: 


G. P. ELuioTr T. H. SmrrH 
(Northern Area) (Scotland) 
The FOUNDRY TRADE 


JOURNAL is the official organ of 
the British Steel Founders’ Asso- 
ciation; Association of Bronze & 
Brass Founders; Light Metal 
Founders Association; Foundry 
Trades’ Equipment & Supplies 
Association; and the National. 
Society of Master Patternmakers. 


Vv 


AN INDUSTRIAL 
NEWSPAPERS 
PUBLICATION 


Published Every Thursday by 
Industrial Newspapers, Limited 


BARRINGTON HOopPER, C.B.E. 
Chairman and Joint Managing Director 


F. BARRINGTON Hooper, B.A. 
Joint Managing Director and Commercial Director 


E. G. WESTON, 
Director and Secretary 


F. R. Lewis, 
Director 


‘JOHN ADAM HOUSE, 
17-19, JOHN ADAM STREET, 
ADELPHI, LONDON, .W.C.2 


Telephone: Tete 6171 (Private Branch 


remarks by the Authors 


Association 


Spécifications pour Poches de Coulée a 
Engrenage pour Fonderies d’Acier 

Préparée pour British Steel Castings 
Research Association dans le but 
d’arriver 4 un degré de standardisation 
de la capacité et des dimensions des 
poches, et de s’assurer que le trace et 
la construction soht conformes aux 


Report of proceedings at the annual general meeting .. oe 


PRINCIPAL CONTENTS 


Page 


Specification for Geared Steelfoundry Ladles 


The specification described was prepared by the British Steel Castings 
Research Association to provide a degree of standardization in ladle 
capacities and dimensions, and to ensure that a and construction 
conform to the requirements of safety : a 


Influence of Blast Input, Coke Size and Melting 


Coke Ratios on Cupola Performance. 
By F. Danis and M. Decrop 


This study of major factors influencing melting phenomena in the 
cupola continues with a further account of the results yielded by the 
investigation and concludes with a number of valuable peremned 


British Bronze & Brass aie Manufacturers 


fiir Stahlgi 


Die geschilderten Vorschriften wurden 
von der British Steel Castings Research 
Association ausgearbeitet, um _ eine 
Normung des Pfanneninhaltes und der 
Pfannenabmessungen anzubahnen und 
um zu verbiirgen, dass Konstruktion 


361 


‘xchange 
‘Telegraphic Address: “Zacatecas Rand, London.” 


demandes de la sécurité. 347 und Ausfiihrung den Sicherheitserforder- 
nissen entsprechen. 347 

Influence du Debit de vent, du Calibre du 

Coke et du Faux de Coke entre Charges Einfluss von Windeinsatz, Koksgrésse 

sur le Fonctionnement du Cubilot, par und Satzkoksverhaltnissen auf die Leis- 

F. Danis and M. Decrop. tung von Kupoléfen. Von F. Danis und 

Cette étude des principaux facteurs M. Decrop. 

influencgant les phénoménes de fusion Dieser Studie der wichtigen Faktoren, 

dans le cubilot se continue par la welche die Schmelzvorgange im Kupolo- 

description de résultats nouveaux fen beeinflussen, folgt ein weiterer 
obtenus et se termine par un nombre Bericht iiber die hiebei erzielten Ergeb- 

de commentaires utiles de la part des nisse und die Verfasser fiigen ein 
Auteurs. 351 Schlusswort hinzu, das einige wertvolle 

erganzende Bemerkungen enthilt. ° 

Rapport sur les activités de British 

Bronze and Brass Ingot Manufacturers Verband der englischen Erzeuger von 

(Association des producteurs de lingots Nichteisenmetall-Legierungsblécken. 

de Bronze et le laiton) présente a Bericht tiber die Verhandlungen auf der 

leur réunion annuelle. 361 Jahresversammlung. 361 
Features, News, Commercial Information, and Statistics 

Leader: A Difficult Problem . 345 
Correspondence: Nineteenth-century Gun . 346 
K. & L. at Halstead ee . 350 
Cast Forging Dies : 350 
Caterpillar Traction Glasgow Plant | 350 
West Wales Foundries ‘** Deplorable Position ” 350 
No Case for Steel Nationalization ‘ 359 
Foreign Economic — 365 
News in Brief 366 
Contracts Open a 367 
Forthcoming Events .. 
Company News 370 
New Patents .. 370 
Raw Material Markets. 


Current Prices of Iron, Steel por Non-ferrous Metals 


58 

| 
347 

— 

“ 

—$ 

: 


FOUNDRY TRADE JOURNAL MARCH 27, 1958 


This small production unit for mixing loam, 
sands for the CO, process, oil sands, facing 
sand etc.—has won widest popularity because 
it fills so efficiently a long-felt foundry want. 


@ Photograph shows Porto-Muller, discharging 
mixed loam for use in coremaking. This 
portable unit—the smallest production size in 
our range of spring-loaded mix-mullers, 
handles approximately 200 Ibs. (discharged 
weight). 


Made also with a fixed understructure 
where portability is not required. 


Photograph published 
by courtesy of 

E. GREEN & SONS 
LTD., WAKEFIELD 


Sole licensees and manufacturers 
for the British Empire (excluding 
Canada, Australia and New Zealand) 
of the Simpson Sand Mixer. 
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A Difficult Problem 


problem which is exercising the minds of many foundry owners is 
A whether to buy or make their own patterns. The question is not an 
easy one, for to ascertain the exact cost of a pattern in a shop attached 
to a foundry concern, is one of the more difficult aspects of. industrial 
costing. It took ‘a large malleable iron foundry several years of assiduous 
study, before a piece-work system could be applied with confidence. Then 
there is the valuable but, from a cost point of view, intangible benefit to 
be derived from having readily available facilities for the repair and alteration 
to patterns. The same underlying principles are to be associated with the 
tied foundries, many managers of which have assured us that, whilst they 
could buy more cheaply from the unattached or jobbing foundries, the 
convenience they experience of being able to supply their machine shops 
with the correct amount of castings at the right time outweigh the price 
considerations. They usually attribute their higher production costs to the 
heavier overheads they have to carry. This, too, may be a reason for the 
increasing habit of the purchase of patterns by the foundries. 

This question was brought to our notice during a recent visit to Germany, 
as part of a two-man delegation charged with deciding the preliminaries for 
a visit by members of the National Society of Master Patternmakers to that 
country. One of the leading industrialists told us that only that morning 
he had been in conference with his technical director, as he felt quite sure 
that the patterns made in his own shop were excessively expensive. We 
received, perhaps quite wrongly, the impression that the utilization of the 
independent patternshop was not so highly developed in Germany as in this 
country. However, this will be confirmed or negatived during the forth- 
coming visit next June. 

The complaint of earlier years that the bought-in patterns lacked the 
essential foundry attributes is no longer tenable, as not only have the 
master patternmakers the techniques used by dozens of foundries available, 
but invariably they co-operate at every stage, so as to ensure satisfaction. 
Where a very large pattern has to be made, the buyers send their own 
inspection staff to check workmanship and dimensions at every stage of 
manufacture. Great progress has been made by the independent shops 
and it is surprising how many operate their own foundries or have facilities 
for supplying their own castings destined to be master patterns. With the 
experience these concerns are constantly acquiring, the service they can 
give will be more and more appreciated with the passage of time. 
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Correspondence 


NINETEENTH-CENTURY GUN 
To the Editor of the FOUNDRY TRADE JOURNAL 
Sir,—During a visit last summer to Turkey I 


noticed an ancient-looking gun standing outside the 
old Serail in Istanbul, which you may wish to repro- 
duce a picture of in your JOURNAL. 


Examining it at close quarters, it turned out to be 
one made by Krupp some 75 years ago. It must 
have been ordered under the despotic reign of Abdul 
Hamid II shortly after Great Britain had occupied 
Egypt as the result of Turkey’s defeat by the com- 
bined Balkan States who revolted against Turkish 
rule.—Yours, etc., 


Crowborough. 
March 3, 1958. 


E. O. Hoppe, F.R.P.S., F.R.G.S. 


More Birlec Furnaces for SCOW 


A contract for electric furnaces worth. about 
£500,000 has been placed with Birlec, Limited, Birm- 
ingham, by the Newport division of the Steel Com- 
pany of Wales, Limited. The furnaces are for the 
production of special grades of steel for the electrical 
industry. 

The company has already had 17 Birlec furnaces 
installed and among the large number of Birlec instal- 
lations in cold-finished strip mills throughout the 
country and overseas is one which has an overall length 
of about 220 yd. and includes preheating, annealing, 
and galvanizing furnaces, combined with levelling, 
cutting, stacking, and other operations in one uninter- 
rupted production line. 


Latest Foundry Statistics 


Ironfounding: Statistics just released by the Council 
of Ironfoundry Associations show that on February 1 
there were 107 fewer people employed in the iron 
foundry industry than on December 28, 1957. The 
actual figures were 137,219 and 137,326. A year ago 
employment was 139,833, showing a reduction of 2,614. 


Copper-based castings. The production of copper- 


based castings in January was lower by 656 tons as 
compared with January 1957. The output as returned 
by the British Bureau of Non-ferrous Metal Statistics 
is given as 6,399 tons. : 
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Australian High-carbon Coke 


Dr. R. S. Andrews, chairman of the Gas and Fue 
Corporation in Victoria, Australia, announces that 
production of a new fuel for industry—hard coke made 
from brown coal—will begin in May. He predicts 
that within a few years the brown-coal coke will make 
Victoria independent of expensive black-coal coke from 
New South Wales. The new fuel has been specially 
developed for use in iron and steel works and ip 
foundries. Dr. Andrews says the brown-coal coke 
will be cheaper and better than normal coke. This 
development is the result of years of research at the 
University of Melbourne by a team under the former 
Dean of Engineering, Professor H. K. Worner, and by 
the Gas and Fuel Corporation. Because the brown- 
coal coke is almost pure carbon, it is ideal for smelting 
owing to its low-ash content and high mechanical 
strength. As the coke is excellent for the melting of 
high-grade steel, it is expected that it will lead to the 
establishment of further new industries from Britain 
and America in the rich Latrobe Valley area of 
Victoria. 


Solartron-Ericsson Agreement 


At a Press reception given at the Cock Tavern, Fleet 
Street, London, on March 19, Mr. J. H. Reed, managing 
director of Ericsson Telephones, Limited, and Mr. Eric 
E. Jones, group commercial director of the Solartron 
Electronic Group, Limited, explained, in a_ joint 
announcement, the new arrangement into which the 
two companies have now entered, under which 
Solartron is to sell certain Ericsson products. 

The arrangement will apply in all countries except 
Scandinavia and South Africa, and affects E.T.L. 
nucleonic and electronic instruments and components. 
The agreement has been made possible by the fact that 
certain of the products of the two concerns were 
already of a complementary character. 

The Press reception also comprised an_ exhibition 
and demonstration .of some of the instruments and 
components to be sold under the new arrangement. 


Yugoslav Technologists to Visit English Foundries 


The Council of Ironfoundry Associations has 
arranged a programme of works visits for five tech- 
nologists from Yugoslavia. All except Mr. Mlac are 
connected with the iron and steel industry. Mr, Mlac 
is an assistant foundry manager. During this week 
starting Monday, they will successively visit Osborne 
Precision Castings, Limited, Sheffield; CH&mberlin & 
Hill, Limited, Lichfield; British Cast Iron Research 
Association, Alvechurch; Le Grand Western Foundries, 
Limited, Southall; and Polygram Casting Company, 
Limited, Chiswick. Other visits, to steelworks, are being 
arranged by the British Iron and Steel Federation. 


Institute of Metals Autumn Meeting 1958 


As 1958 is the golden jubilee year of the Institute 
of Metals, it is, therefore, appropriate that the Council 
of the Institute have accepted the invitation of the 
Birmingham local section to hold the golden jubilee 
autumn meeting in Birmingham, in which city both 
the first and the autumn meeting in the silver jubilee 
year were held. The meeting will be held during the 
week commencing Monday, September 22, and will 
follow the usual pattern of technical sessions, works 
visits, ladies social outings and social functions. 
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Scope of Specification 

The new specification announced for geared steel- 
foundry ladles provides for two ranges of ladles 
suitable for steelfoundry use: (a) a squat (or 
shallow) design and (b) a tall (or deep) design. 
At the purchaser’s discretion, either design shall be 
supplied either (i) for bottom pouring, or (ii) for 
lip pouring, or (iii) with tea-pot spout. 
Dimensions and Capacities 

With regard to dimensions the specification pro- 
vides for steelfoundry ladles of the capacities shown 
in Table 1. The capacity for the ladle shall be its 
liquid-steel capacity (excluding slag) when lined 
and with a “ top allowance” as shown in Table 2. 

Table 5 in Appendix A gives specimen-shell 
dimensions for ladles of given capacities of liquid 
steel. Manufacturers may supply ladles of slightly 
different dimensions (to suit their existing forging 
dies for the bottoms) provided that the liquid steel 
capacities of the ladles are at least equal to those 
shown in Table 2. ‘ 


Materials and Construction 

Materials and construction are specified as follows: 
(i) The sides of the ladle body shall be constructed 
by riveted mild-steel plate conforming to En.2, BS. 
970: 1947, and of thickness shown in Table 3. The 
bottom of the ladle shall be formed of a dished 
forging or pressing of the same material and thick- 
ness as the side plates to which it shall be riveted. 
(ii) The ladle body shall be vented with #-in. dia. 
holes at 6 in. square pitch. (iii) The sides of the 
shell shall be reinforced with a body-holding ring, 
the size of which shall be as shown in Table 3. This 
ting shall be riveted to the shell, preferably with 
an air gap, the rivets passing through the distance 
pieces. (iv) A refractory retaining ring, the dimen- 
sions of which shall be as shown in Table 3, 
shall, unless otherwise specified by the purchaser 
at the time of enquiry, be riveted to the upper edge 
of the shell. (v) All riveting shall be in accordance 
with BS.780: 1938. 
Bale, Hangers and Hook Eye 

The bale and hangers shall be so constructed as 
to permit the ladle to be turned through 360 deg. 
with, in the case of bottom-pouring ladles, the 


* Reprinted by courtesy of the British Steel Castings Research 
Association. 


Specification for Geared 
Steelfoundry Ladles’ 


The specification described in what follows was prepared by the British Steel Castings Research Associa- 
tion in collaboration with its Plant Engineering and Steelmaking Committees. It has been discussed with 
and approved by interested members of the Foundry Trades Equipment and Supplies Association. The 
purpose Of the specification is to provide an economic degree of standardization in ladle capacities and 
dimensions and to ensure that design and construction conform to a high standard of safety. It will be 
noted that many features of design and construction are defined only in general terms so that steelféunders 
may specify their exact requirements in relation to their own preferences and operating practices. It will 
also be seen that the specification relates particularly to ladles of up to 10-tons capacity: it is thought, 
however, that it will form a useful guide in regard to larger sizes. 
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stopper slide gear in position. They shall be of 
riveted construction, and shall be formed either 
of double-channel steel sections or of T-headed steel 
forgings and plates. 

The trunnion carriers shall be of forged steel and 
shall be riveted to the hangers, or they shall be 
integral with the T-headed forgings forming the 
hangers. The hook eye shall be forged from a 
single piece of steel, and shall be designed and 
attached to the lifting bale so that the load is borne 
by the forging and not by the fastening bolts or 
rivets. The hook eye shall be sufficiently large to 
accommodate the lifting hook in use.t The maxi- 
mum size of lifting hook to be employed shall be 
specified by the purchaser at the time of enquiry. 


Trunnions 

The trunnions shall be steel castings or forgings 
of adequate strength. If the purchaser requires 
interchangeable bodies, the trunnions shall be 
riveted to a body-holding ring. In other cases the 


TABLE 1.—Capacities of Ladles Covered by the Specification. 


Tons Cwts. Tons Cwts. Tons Cwts. 
_ 10 2 0 5 0 
—_ 15 2 10 6 0 

1 0 3 0 7 0 
1 5 3 10* 8 0 
1 10 4 0 10 0 
1 15* 


* Ladles of these capacities are not normally supplied. 


trunions may be riveted to the body-holding ring 
and body. They shall be so located that the ladle 
is balanced on the trunnions when it is filled to its 
specified capacity. Finally, the trunnions shall be 
located in roller bearings conforming to BS.292: 
1950. Git seals or felt seals shall be fitted. 


Safety Catches 

Safety catches shall be provided which, when 
engaged, shall prevent movement of the ladle and 
lifting bale relative to each other when the ladle is 
hanging or standing in an upright or inverted 
position. They shall be supplied as either hinged 
forks or as pegs as specified by the purchaser at 
the time of enquiry and shall be so designed as to be 
readily renewable when distorted or in an unsafe 
condition. * They shall be so located on the hanger 


Tt BS-482 : 1950 
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Steelfoundry Ladles Specification 


or the shell (at the discretion of the purchaser) 
that when closed the forks or pegs are engaged at 
a distance of not more than 6 in. from the top 
edge of the ladle body. 


TABLE 2.—Capacities, Refractory Lining Thicknesses and Minimum Top Allowances for Steel- 


foundry Ladles. 
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specified by the purchaser at the time of enquiry, 
gear ratios (i.e., number of handwheel turns for 
360 deg. turn of ladle) will be left to the discretion 
of the manufacturer. 


Stopper Gear and Nozzles 


Nozzles for bottom-pouring 


ladles shall be located at a distance 


Squat or shallow type ladles. Tall or deep type ladles. a the gens of ny ¢ the 
Nominal Refractory lining. Min. top Refractory lining. Min. top 
capacitye Mean thickness, in.* allowance. Mean thickness, in.* allowance. . 
— - ladle. The purchaser shall specify 
Tons Cwt. Sides. Bottom. In. Sides. Bottom. In. at the time of enquiry if the stopper 
10 2 3 5 2 3 42 gear slide is to be specially pro- 
4 2} tected against metal splash. 
1 5 2 3 6 2 3 6 Stopper-operating gear shall be 
: of so constructed that when the ladle 
2 0 2 3 7} 2 3 7 is filled to its specified capacity 
it with liquid steel, and the operating 
3 10 3 4h 94 3 4 8} handle is attached, the stopper will 
3 101 af 10; Ot open without the operating 
6 0 43 63 103 43 6} 103 handle being actuated. A peg or 
3 it it other similar arrangement shall be 
10 0 43 63 123 4} 6} 12} provided in a convenient position 


the balance of the ladle. 


so that the stopper operating gear 
* It is often the practice to taper the refractory lining of the sides and this will slightly affect may 


Tilting Gear 

The tilting motion of steelfoundry ladles shall be 
controlled by worm and worm-wheel gearing, the 
worm gear to be of steel and the worm-wheel gear 
to be of phosphor bronze or cast iron at the pur- 
chaser’s discretion. The gearing shall be totally 


be locked in the closed 

position. Unless otherwise specified 

by the purchaser at the time of enquiry, the stopper 
gear shall be so designed that the operating handle 


Fic. 1 (below).—Dimensions specified for the lips 
of ladles, including bottom-pouring ladles. 


TABLE 3.—Thickness of Shell Plate, Dimensions of Hand-operating Wheels, Body-holding Rings, Refractories 


Retaining Rings and Pouring Lips, for Lip and Bottom-pouring Ladles. 


Nominal Shell plate Hand Body 
capacity. thickness. operating | holding ring 
wheel depth and 
Sides, | Bottom,} dia.,in. | thickness, in.) Angle size, in. 
Tons Cwt. in. in. 


Refractories 
retaining ring 


Lip dimensions, 
in. 


A. B. Cc. 


ts 


ts 


2x2x} 8 4. 8 


x2x} 


xt 


10 x § 


enclosed, and shall be designed so as to permit 
movement of the body relative to the hangers and 
bale only by actuation of the handwheel. Hand- 
operating wheels shall be not less than the minimum 
diameters specified in Table 3 and shall be per- 
manently fixed to the shafts. The length of shaft 
shall be specified by the purchaser at the time of 
enquiry. Square tapered bosses (14 in. mean) to 
accommodate the shaft of the operating wheels 
shall be provided on all sizes of ladle. The shafts 
shall be draw cottered tc the bosses. 

Steadying rods shall be supplied at the purchaser’s 
discretion and shall be provided with fittings identi- 
cal to those for the handwheel shaft. Unless 


shall be raised to close the stopper and lowered to 
open it. 


The stopper gear operating lever shall, unless 
otherwise specified by the purchaser at the time of 
enquiry, be designed so that it may be locked and 
operated at any point in a horizontal arc of not less 
than 120 deg. The operating lever shall be detach- 
able for the purpose of inverting the ladle. 


Lip Design 


All ladles (including bottom-pouring ladles) shall 
be provided with lips in accordance with the 
dimensions shown in Table 3 and Fig. 1. 
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Tea-pot Ladle Spouts 


Unless otherwise specified by the purchaser at 
the time of enquiry, the dimensions of the spouts 


TABLE 4.—Jnternal Shell Dimensions of Spouts of Teapot-type Ladles. 


shall be as shown in Table 4 and Fig. 2. The shell 12.94TL*— 1.065L 
of the spout shall be of the same material and of 2. Tall or Deep Type Ladles 
the same thickness as that of the body of the ladle. Internal diameter of shell at bottom 4T in. 


3 


TABLE 6.—Values of z. 
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(a) Capacity, cub. in.=304.47T* —221.29T°7L+ 
51.93TL? — 4.28L’. 
(b) Capacity, Ib. hot steel-=75.83T*® — 55.11T’L + 


Nominal capacity. Spout dimensions, in. 


Ladle capacity. 


Tons Cwt. A. B. C. D. E. F. Min. 
Tons Cwt. 


Max. 
Tons Cwt. 


Value of z, 
in. 


0 10 
to 10 5 5 . 4 8 — Ww 

2 10 1 10 
2 10 

7 10 


1 5 
0 
0 
0 


10 


whether the spout is to be cottered, bolted or 
riveted to the ladle body. 


Feet 


The purchaser shall specify at the time of enquiry 
whether feet are to be provided for the ladles. 


Appendix 
The following is the basis of correlation of ladle 
dimensions and capacities shown in Table 3. Strict 
compliance with the dimensions shown in this table, 
particularly that of the internal bottom diameter of 
the shell would entail the ladle manufacturers 
equipping their plant with new dies to meet these 


TABLE 5.—Capacities and Specimen Shell Dimensions of Steel-foundry Ladles. 


Internal diameter of shell at top 
The purchaser shall specify at the time of enquiry Ten siomaans of shell 


= 


dimensions. Hence the dimensions indicated should Fic. 2.—Dimensions specified for spouts of ladles, 
be used only as a guide. In these calculations the except in cases where the purchaser has specified 
density of liquid steel is taken as 0.249 Ib. per cub. otherwise at the time of enquiry. 


in. 

1. Squat or Shallow Type Ladles - 

i Internal diameter of shell at bottom 7T in. Refractory Lining Thickness (sides) L in. 
3 Internal diameter of shell at top 8T in. Refractory Lining Thickness (bottom) 1.5L in. 


Internal shell dimensions. 


Nominal capacity. 


Squat or shallow type ladles. 


Tall or deep type ladles. 


Depth, in. 


Dia. at top, in. 


Dia. at bottom, in. 


Dia. at bottom, in. 


Dia at top, in., 


CO 


_ 


different diameters of ladle bottoms for the thirty two ladles referred to. 


From the above data, the following relationships 


are established : 


9.45TL? — 1.37L’*. 


These specimen dimensions are derived from the formulae provided in Appendix and have been approximated to provide a series of fourteen 


Internal depth of shell (8T +x) in. These data give the following relationships : 
Top Allowance T+x in... 
Lining Thickness (sides) L in. cub. in. =76.77T? — 88.18T°L + 
Lining Thickness (bottom) 1.5L in. 

(b) Capacity, Ib. hot steel =19.12T* —21.96T*L + 
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K. & L, at Halstead 
Steelfounders’ and Town’s Needs coincide 


In 1951, the Ministry of Labour undertook an 
extensive survey for the industrial development of 
north-west Essex. One of the towns affected by the 
survey was Halstead, whose population had remained 
static for so many years. Statistics showed that 
Halstead’s lack of growth lay in the fact that there 
was only sufficient industry within the town to occupy 
a part of the available labour force. Twelve-and-a- 
half per cent. of the workpeople left the town each 
day for employment in surrounding districts. | More 
often than not, they eventually found residence outside 
the town to live nearer to their work. It was con- 
sidered that only the establishment of new industry 
in Halstead would retrieve this situation. 

The urgent appeal for industrial development in this 
area coincided with the need for extended facilities 
by the Letchworth firm of K. & L. Steelfounders and 
Engineers, Limited—claimed to be among the four 
biggest steelfounders in the country and a member of 
the George Cohen “600” Group, Limited. There is 
a great need to expand the facilities of the firm’s steel 
castings dressing shops, and thus it was logical to plan 
such an extension at Halstead. Ground works for 
the new building were started last November, and now, 
all roads, drainage, foundations, site levelling and mains 
services are completed. The steelwork erection has 
started and should be finished in about three weeks’ 
time. This is being done by T. C. Jones & Company, 
Limited, also a member of the “600” Group of com- 
panies. Bricking will commence 10 days after the 
erection of the steelwork, and the building will be 
completed by July. Mr. R. A. Butler, Lord Privy 
Seal and Member of Parliament for this area, has 
kindly consented to open the new building on July 19. 

New Facilities 

The total working area will be about 25,000 sa. ft. 
and auxiliary buildings will include an office block and 
a service and maintenance section. Lavish provision 
is being made for the welfare of the workpeople, includ- 
ing shower facilities, changing rooms and canteen 
arrangements. The total cost of the project will be 
around £90,000. It is anticipated that work will com- 
mence at the Halstead factory during the coming July 
and will steadily grow in volume in the succeeding 
months. During the first year of operations, it is 
expected that a force of between 25 and 50 men will 
have been built up—this number being determined 
mainly on how quickly and effectively completely fresh 
and unskilled labour can be taken in and trained to a 
reasonable degree of efficiency. The factory now being 
built will be capable of a much greater output than 
can possibly take place in the first 12 months and in 
due course a much larger labour force will be needed 
and, as the state of general trade allows, the factory 
will be developed accordingly. It is the firm’s intention 
to do this as rapidly as possible and it is hoped that 
there will be about 100 people on the payroll within 
two years of commencing operations. 

Much assistance is being given to K. & L.’s Halstead 
project by the local urban district council and by 
the Essex county authorities, who have co-operated 
with the. works engineering department of K. & L. 
for the architectural work; Percival & Company, of 
Sudbury, have provided the clerk of works and under- 
taken surveying work. 

(To help in the erection of the steelwork, one of 
the KL models of “ fast-travel” mobile cranes fitted 
with 45-ft. jib is being used.) 
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Cast Forging Dies 

Hot forging has evolved from a process “ that was 
essentially an art into one that is practically a science” 
as a result of development work done in the last 
decade reports Mr. H. L. Shaw, a specialist conducting 
research on forging techniques at Battelle Memorial 
Institute, Columbus, Ohio. In an article in the March 
issue of the Battelle Technical Review, he discusses, 
inter alia, the development of stressed-skin aircraft 
structures and the production of cast forging dies for 
the large presses used for producing aluminium-alloy 
aircraft components, such as wing spars. Continuing, 
he states that technologists are investigating methods 
to cast forging dies to save time and money. “ An age- 
hardening beryllium/copper alloy,” according to Shaw, 
“has been investigated for such purposes. Use of a 
number of trial dies cast from beryllium copper was re- 
ported to have cut aircraft delivery time and reduced 
die costs as much as 75 per cent. compared with a 
die machined from a steel block.” Shaw cites also 
examples of progress being made in the selection of 
lubricants for both die surfaces and billets, in the con- 
trol of temperature of the. die, and in the surface finish 
of the die. The results of a better understanding of 
metal flow in intricate shapes, improving die designs 
and die materials, and improving lubrication to reduce 
friction, mean that the available press capacity can 
be more fully utilized to produce larger and more 
intricate shapes for military and civilian use at great 
savings in man/hours and materials. 


Caterpillar /Tractor’s Glasgow Plant 


Construction of Caterpillar Tractor Company, 
Limited’s new Glasgow factory is now in its final stages. 
The large modern insulated metal-clad building cover- 
ing an area of 600,000 sq. ft. dominates the 65-acre site 
at Tannochside. When completed, the factory building 
will represent the most modern engineering design for 
the production of Caterpillar heavy earthmoving equip- 
ment. Modern building services and the use of wooden 
block floors rather thdn concrete floors in certain 
areas are additional aids to the comfort of the employ- 
ees concerned. Another feature is the suspended 
mezzanine floor extending the width of the factory 
building, which houses employee locker and _ toilet 
rooms, kitchen and cafeteria facilities. The mezzanine, 
with its lengthwise corridor, is one of the many safety 
features of the building design as it gives access te these 
amenities without unnecessary walking across factory 
floors. Strategically located within the factory is the 
metallurgical laboratory, accommodating the most 
modern scientific equipment. 


West Wales Foundries’ “ Deplorable Position ” 


“Deplorable trade position of the west Wales 
foundries” was stressed last week when a deputation 
representing the Amalgamated Union of Foundry 
Workers and the Welsh Moulders’ Union met Lord 
Brecon, Minister of State for Welsh Affairs. Of the 
22 foundries in the Neath, Swansea, and Llanelly 
areas, only about three were working a full 44-hour 
week, said Mr. Fred Bullock, district secretary of the 
FWU, on March 19. The remainder were either work- 
ing three or four days a week or had some part- 
time system to avoid redundancies. 

The deputation would suggest to the Minister, he 
said, that any plans for locating new industries in 
west Wales should include industries that would bring 
an‘ automatic demand for castings. 
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Influence of Blast Input, Coke Size 


and Melting Coke 


on Cupola Performance 


(Continued from page 325) 


Ratios 


By F. Danis 
and M. Decrop 


This study of melting phenomena in the cupola, having described the Authors’ experimental proce- 
dure and discussed blast-input and temperature measurement, gas analysis, thermal balance, heat yield 
and radiation losses, continues with an account of the results of the various tests carried out. Determining 
factors such as the presence of distinct temperature zones in the cupola, coke quantity and size, loss of 
heat through gases and various secondary influences are examined and defined with the aid of graphs. 


Temperature Zones in the Cupola 

It is important to run a cupola with constant coke 
splits in order to ensure comparative results. Fig. 
11 shows the slope of three temperature curves in 
the cupola of which two (curves (1) and (2) ) refer 
to coke splits melting 50 per cent. steel charges. 
An important influence is shown on the tempera- 
ture zones through the presence of steel in the 
charges and a suggestion germane to this phenom- 
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TEMPERATURE IN THE CUPOLA, DEG. C 

Fic. 11.—Temperature zones in the cupola and the 
influence of the melting coke. 


Key: Curves (1) and (2) 50 per cent. steel in charges and curve (3) 
100 per cent. eutectic iron. 


{800 


enon appears later in this report. Curve (3), relating 
to the melting of a eutectic iron, was obtained under 
experimental conditions identical with those of 
curve (2). In actual fact most of the tests reported 
were carried out with eutectic irons. 

The three graphs which follow were plotted under 


the same conditions as those set out for the pre--- 


ceding paragraphs: 

Constant Quantity of Coke with Variable Blast 
Input (Fig. 12). Here, for the sake of clarity, two 
curves have been plotted, it is clear that with a 
higher blast input, maximum temperatures are but 


little changed, but the general tendency is for the 
curve to incline towards high temperatures. By 
plotting a vertical at 1,250 deg. C. (the beginning 
of the melting zone), one can forecast that with a 
high blast input, the temperature of the iron will 
increase if the melting takes place higher up (this 
has been experimentally verified from the peep- 
holes) and that the superheating zone will be 
elongated. 
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TEMPERATURE IN THE CUPOLA, DEG.C 
Fic. 12.—Effect of variable blast input on tempera- 
ture zones using constant amounts of coke. 


Key: Coke at 10.5 per cent., of size 3} to 4}-in.; curve (1) with 
blast at 3,500 and curve (2) with blast at 5,160 kg. per sq. m. cross- 
section per hr. 


If the blast input does not suit the amount of 
coke and is applied, for example, at an excessive 
value, the curve of the zone of temperatures tends 
to be displaced towards higher values. Then, how- 
ever, there is a burning away of the bed coke and 
melting takes place lower down, the temperature of 

—the-iron decreases—a fact. which-has. been experi- 
mentally verified. However, systematic increase in 
thermal efficiency cannot be forecast, as there is 
simultaneously an increase in the temperature of 
the gases. The results obtained earlier indicate 


that the efficiency remains reasonably constant. 
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Constant Blast, with Variable Coke Amounts 
(Fig. 13). With heavier coke charges, the heat-zone 
curves are displaced towards higher temperatures 
and the maximum is likewise found at a higher 
temperature and in the highest zone of the cupola. 
One can thus expect that the iron temperature will 
increase under normal conditions, with the bed 
coke remaining at a coristant level. A lowering of 
the coke charge with a constant blast input is 
equivalent to an increase in blast input with a 
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TEMPERATURE IN THE CUPOLA, DEG.C 


Fic. 13.—Influence of coke percentage on the 
temperature zones, with constant blast input. 
Key: Coke size 3} to 43-in., curve (1) with 5 and curve (2) with 


12.9 per cent.; blast constant at 5,000 cub. m. per sq. m. cross- 
section per hr. 


constant amount of coke, and finally results—if the 
ratio of coke be too low for the blast input—in the 
burning away of the coke bed and a continuous 
lowering of the temperature of the iron; this, too, 
has been proved experimentally. 


Amount of Coke and Blast Input Constant, with 
Size of Coke Variable (Fig. 14). This illustration 
shows that the temperature curves are displaced 
towards the top as the size of coke increases. It 
should be noted that results for the 14- to 6-in. size 
are found, from this point of view, between the 
24- to 34- and 34- to 43-in. sizes. These results 
are also explainable by the lowering of the high- 
temperature zones relative to the decrease of size. 


Heat Lost Through the Gases 


The results obtained from the gas-analysis figures 
and temperatures reported are shown in Figs. 15, 17 
and 19, giving curves for the variation of sensible 
heat (co); latent heat (A) of the gases and the total 
heat lost with the gases (t), under the same experi- 
mental conditions as earlier. 
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Figs. 15 and 16 


From the slope of these curves it is seen that 
when the blast input increases, the sensible heat 
also tends to increase a little, the latent heat de. 
creases and the variation in the total loss of heat 
can move in either direction, but more often—as 
viewed from consideration of the whole of the 
tests—the total heat loss from the gases does tend 
to decrease. These results are perfectly normal 
and are capable of a simple explanation after 
studying the gas-analysis results. It will be noted 
that when the blast input increases, the weight of 
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Fic. 14.—Influence of coke size on the temperature 
zones in the cupola, with coke percentage and blast 
input virtually constant. 


Key: Curve (1), 1} to 2}-in.; curve (2) 24 to 3}-in.; curve (3) 
1} to 6-ir. and curve (4) 3} to 4}-in. 


air used per kilogram of coke also increases, s0 
bringing about an increase in the weight of exit 
gases, with a simultaneous slight gain in their tem- 
perature, and finally, there is an increase in the loss 
through sensible heat. Moreover, with an increas- 
ing blast input, the CO content in the gases de- 
creases rapidly, the more rapid passage of the blast 
limiting the reduction reactions, and this effect 
seems generally to preponderate, which fact causes 
the total loss to decrease but to a very limited 
extent. 


Figs. 17 and 18 


The effect of an increase in the amount of coke 
is much clearer. It can be appreciated that with an 
increasing percentage of coke, there is a large 
increase in the CO content and a loss of latent heat; 
a slight decrease in the loss of sensible heat occurs, 
corresponding to a reduction in the weight of air 
used per kilogram of coke, and the total loss is 
increased considerably. 
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Figs. 19 and 20 

Thus, if cokes of increasing size are considered, 
the inverse variations on balance show a net reduc- 
tion of latent heat—easily predictable from the 
lessening of the surface reaction area of the coke. 
There is a less definite variation of the sensible heat 
which, always, taking the tests as a whole, is re- 
vealed as a slight overall increase following increas- 
ing coke size, and for the total heat there is a 
clearly defined decrease. The gas analyses imme- 
diately provide an explanation of these variations 
and show that when the coke size increases, the 
CO, content, the weight of air used for a kilogram 
of coke and the temperature of the gases increase; 
while at the same time the CO content markedly 
decreases. 

Other Results 

(a) Influence of Coke Size on Pressure in the Wind 
Box 

The result of numerous tests carried out with 
coke splits practically identical in all cases, clearly 
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Fic. 15.—Heat losses from cupola gases, related to 
the blast input—for various coke sizes. 


Key: Gas heat losses through sensible heat a; latent heat A; total 
heat 7. Curve (a) with 10 to 11 per cent. of coke size 3} to 43-in.; 
curve (6) 12 and 8 per cent. of coke size 3} to 43-in.; curve (c) 12 to 
13 per cent. of size 2} to 34-in., and curve (d) 11 to 12 per cent., 
of size 1} to 6-in. 


shows that for a given blast input, the pressure in 
the wind-box of the cupola increases markedly as 
the coke size decreases. It thus follows that with 
a centrifugal fan, such as was available for the 
tests, it was not possible to blow in a sufficient 
quantity of air, with the small coke of 14 to 24-in. 
size. It was noticed that with the 34 to 43 size for 
a blast pressure adapted to a coke charge of 14 per 
cent., the pressure at the wind-box was greater than 
700 mm. (28-in.). 
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(b) Blast Losses 


of blast in the cupola between the fan and the 
throat, by direct measurements of static pressure 
carried out with water manometers ‘at different 
points and at different levels in the interior of the 
cupola. 


of 34 to 4}-in. size, to the amount of 14 per cent. 
and a blast input of about 0.48 cub. metres per 
second. Between the fan and the tuyeres, the loss 
of weight of air is of the order of 50 mm. (2 in.) 
of water. 
before entering the cupola) and the throat (atmos- 
pheric pressure) the average slope of the zones of 
static pressure at the different levels is shown in 
Fig. 22. 
is produced, in the first case, a sharp fall of pres- 
sure from the point of entry into the cupola under 
the combined effect of the pronounced change of 
cross-section and the obstacles presented to the 


An attempt was made to “ pinpoint” the losses 


These tests were made on a melt using a coke 


Between the tuyeres (pressure taken 


In that illustration, it is shown that there 
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Fic. 16—Composition of the gases present in a 
cupola related to blast input. 


Key: 9.5 to 10.5 per cent. coke, of size 34 to 43-in.; 6 temperature 
of ; CO, and CO—content present in the gases, per cent., and 
Pp. fc. of blast per kg. of coke. 


passage of the blast through the pieces of coke 
situated in front of the tuyeres. 

In the lower zone of the cupola, the loss of pres- 
sure is quite rapid, the metallic charge being 
entirely melted whilst the coke is reduced to 
smaller size following partial combustion. The 
curve shows a kink at the level where melting 
takes place—that is at the zone where slight “ stick- 
ing ” takes place. 


(c) Temperature of the Hearth after Pre-heating 
From Fig. 23, it would appear from the tests that 
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Influences in Cupola Performance 


the coke size 34 to 43 does permit of a more pro- 
nounced heating of the hearth than other sizes. 
This could have been envisaged from the relation- 
ship between coke size and the distance between 
the hearth and the tuyeres, which is about 650 mm. 
(26 in.) and represents a layer of neutral combus- 
tion (10 times the size of the fuel) with the 34 to 
43 size. 


(d) Composition of the Gases of the Cupola 


The Authors have taken gas samples at various 
levels within the cupola in order to try to follow 
the general trend of the combustion phenomena 
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The slope of the curves plotted, shows, in a quite 
satisfactory manner, that the increase in the CO 
content is already significant at 16-in. above the 
tuyeres and then increases up to the throat, more 
rapidly, however, in the lower zones. It does not 
appear that the increase in the CO continues 
beyond 64-in. above the tuyeres. This statement 
can be explained either by envisaging a sharp 
stopping of the reactions at melting-zone level 
because of the absorption of calories due to the 
melting of the metallic charges, or by an equi- 
librium between the phenomenon of reduction 
taking place in the charges and the phenomenon of 
carburization of the metal by the carbon monoxide, 
It has been noted that steel becomes carburized in 
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Fic. 17.—Heat losses from cupola gases, related to 
the quantity of coke (with constant blast input). 


Key: Variable amounts of coke, size 34 to 43-in. blast constant 
n-ne the “* blow,” (a) at 5,100 and (6) at 3,800 kg. per sq. m. 
per hr. 


and reduction reactions. In order to do so, brass 
taps were located at each peephole and the samples 
taken thus correspond with the gas composition 
adjacent to the lining. However, visual observa- 
tion has shown that in the cupola there is par- 
ticularly violent turbulence due to the high speed 
of blowing. Before each sample was taken, the 
taps were opened for a short time to allow of the 
purging of the piping and the samples were taken 
exactly simultaneously at various levels because it 
was noted that for samples taken at different times 
the results were not in agreement. Fig. 24 shows 
examples of the variation of the CO and CO, 
contents between a level of 16-in. above the tuyeres 
and the throat. The Authors were unable to take 
samples at tuyere level during the blowing; they 
have not plotted a curve for the oxygen content 
because at the lowest level of the sampling the 
content of this element was already low—of the 
order of 0.2 to 0.5 per cent. 
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Fic. 18.—Composition of cupola gases related to 
quantity of coke and constant blast input. 


Key: Blast input constant; @ gas temperature; CO—percentaye 


content in the gas and P. kg. blast per kg. coke. 


the solid or pasty state, which can be explained by 
the phenomenon of gaseous cementation. The 
curve for the CO, content shows a diminution 
corresponding to the increase of CO content. 


Supplementary Remarks 


Melting of the Metal Charges 

First, it should be pointed out that where the 
coke is clearly separated from the metallic charges 
(as when charging with a bottom-opening bucket), 
and the coke bed and the metal remain separate in 
the cupola, the iron becomes heated very gradually. 
At a certain point, situated in the region of a 
temperature level of about 1,150 deg. C, the consti- 
tuents agglomerate and hang up, the coke burns 
below the mass, and loses contact with the iron, the 
distance which separates them being generally about 
6 to 8in. Melting then proceeds quite rapidly and 
the “roof” breaks down. The pigs become 
enveloped with a layer of liquid metal generally 
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blown there by the heavy blast of the gas which 
carries the droplets of iron upwards towards the 
throat. The melting of the eutectic iron takes place 
between the level where the coke reaches 1,200 to 
1,250 deg. C. The small hanging up referred to 
earlier, has been observed in practice in all the melts 
and it would seem that the use of small-size coke 
caused more serious hanging, visible at the throat. 

When melting steel charges, the phenomenon is 
a little different; this material melts lower down in 
the cupola, but when the last input has been 
properly adjusted, the Authors have never noted its 
melting below the level where the coke reaches 
1,350 deg. C, which would seem to indicate strong 
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Fic. 19.—Heat losses from cupola gases related to 
coke size and quantity when operating with practi- 
cally constant blast input. 


Key: Coke size variable, weight constant, at (a), 11 to 12 per 
cent., and (6) 12 to 13 per cent. Blast input constant, at (a) 7,400 
and (6) 5,000 kg. per sq. m. per hr. 


carburization of this component of the charge in 
the solid or pasty stage. The pigs seem to melt like 
, piece of ice, whilst steel melts like a sheet of 
glass. 

In case of serious hanging-up, it was noticed on 
several tests that the melting then took place higher 
up in the cupola shaft and resulted in a complete 
modification of the curve of the zones of tempera- 
tures in the cupola. Especially was it noticed 
where melting took place at 40-in. above the 
tuyeres, the heat being thus carried to the metallic 
charges for the most part by convection from the 
hot gases. 

It is possible that the change shown in the curves 
of the temperature zones resulting from the 
Presence of steel, a change which was noted earlier 
(Fig. 11) may be due to the phenomenon of recar- 
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burization in the liquid state. However, it is more 
reasonable to suppose that such changes arises from 
the hanging of the carburized-steel charges breaking 
down much less easily than those of iron, taking 
into consideration their much wider melting range. 
From this fact, the space then left between the 
solid metallic.and the coke charge becomes greater. 
The Authors have been unable to observe directly 
any true hanging, but they have noted the effects 
through the distribution curve for the temperature 
zones in the cupola. 


Operational Variations—Oxidation 
It was found, during the course of these tests, 
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Fic. 20.—Cupola gas composition related to coke 
size and constant blast input and coke splits. 


Key- Coke weight constant at 11 to 12 per cent.; blast input 
constant; @ temperature of gases, CO and CO, percentage present 
in gases and P., kg. air per kg. coke. 


that the cupola operation exhibited various tend- 
encies which cannot be expressed precisely as figures 
at the present stage of the experiments. However, 
they were evidently sufficient to effect a possible 
variation in the production of iron in relation to the 
coke size, the criteria being to produce “ hot” and 
not oxidized iron. It would seem that the 34- to 
43-in. size of coke, used to the amount of 12 to 14 
per cent. did in fact yield 3 D** minimum and about 
7.5 D? at a maximum, then the 24- to 34-in. coke 
size under the same conditions only permits of a 
production range of between 5 and 6 D*. With 
production below this amount the iron is “cold” 
and for that exceeding these limits, it is oxidized— 


*If D_ is the true diameter of the cupola expressed in 
metres, the’ production of iron is thus given in tonnes per 
hour from the expression quoted. For example, for a cupola 
of 0.71 mm. (28% in.) true diameter, the production correspond- 
ing to a yield 3D* would be 1.5 tonnes per hour. 
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and is cooled because of the burning away of the 
bed coke—and is not usable. The range of the 
14- to 6-in. coke lies between the 24- to 34-in. and 
34- to 43-in sizes, but very near to the latter. 

For most of the melts carried out, the Authors 
declined to add extra charges (false charges) of 
coke to put right any irregularities in melting and 
particularly for correcting severe hanging. It 
would seem that the 34- to 43-in. coke does give 
more rapidly—under these conditions—a return to 
normal melting than the 24- to 34-in coke—the 14- 
to 6-in. being between the two and again quite 
similar in its behaviour to 34- to 4}-in. size. 
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BLAST INPUT, CUB.m PER SEC. 


Fic. 21.—Variations of pressure at the cupola wind- 
box, related to blast input and virtually constant 
percentages of coke for various coke sizes. 


Key: Coke size, curve (a) 14 to 2}-in.; curve (b) 2} to 34-in.; 
(c) 14 to 6-in. and (d) 34 to het 


There has been no mention in this report of 
metallic losses, but it is necessary to take cognis- 
ance of the fact that from the moment the silicon 
starts to burn, it has marked effect on the tempera- 
ture of the iron, with a higher calorific efficiency 
than that of coke. Certain dispersal points for the 
importance of the iron of which no account has 
been taken are due to this fact that, when melting, 
a high proportion of the silicon in the metal has 
been burnt out. The Authors have, for example, 
compared the results of a melt carried out with 
9 per cent. of 24- to 34-in. coke between charges 
with 50 per cent. of steel incorporated in the burden. 
The temperature obtained in the resulting iron was 
1,500 deg. C, but the proportion of silicon charged 
was 1.5 per cent., whilst the amount present in 
the iron tapped was not more than 0.11 per cent. 
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Bed Coke 


During the course of this research, queries haye 
been raised in the Authors’ minds at various times 
as to the influence of the bed coke, especially op 
metal temperature and output. In fact, it is neces. 
sary to take account both of the original bed coke 
before charging and the bed coke during melting— 
i.e., that which supports the charges up to the melt. 
ing level. The original bed coke should always be 
separate from the melting coke which latter should 
naturally include, in addition, the depth of the first 
charge, the depth of coke corresponding to the 
sinking of the fuel through the metal charge and 
the depth of the coke necessary for pre-heating. 
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Fic. 22.—Variation of blast pressure loss in the 

interior of the cupola, with a blast input of 0.48 

cub. metres per second using 34- to 43-in. coke 
splits to the amount of 14 per cent. 


In computing the amount of bed coke, a certain 
margin of safety should be allowed, for—as has 
been pointed out earlier—the melting part of the 
bed coke always finds its level in descending to the 
level at which the temperature in the cupola is that 
of the melting point of the charges. For example, 
for a normal production of 6D°, the melting portion 
of the bed coke is from 1.10 m. (44 in.) deep, with 
10 per cent. of coke and 1.35 m. (54 in.) deep with 
14 per cent. of coke. On the other hand, occasions 
are few and far between when after starting off 
with too-low a coke bed that one ever sees it rise 
to normal. To effect this it would be necessary 
to arrange a low blast input, but the melting part 
of the bed coke, which is in a fixed position in 
relation to the various temperature zones in the 
cupola, is in this case lower than with a normal 
blast input (Fig. 13). Thus if it be desired to raise 
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the level of the bed coke, the best expedient is to 
yse extra coke charges. 

For pre-heating the furnace, the Authors for 
most of the time used the same blast input as was 
glected for melting. It happens that with a really 
low blast-input such as that usually employed at 
the commencement to avoid the blowing out of 
small pieces of coke through the preheating holes, 
the beginning of melting takes place lower down 
the cupola than normal. Thus, from the moment 
of restarting normal blowing after the closing of 
the orifices, the melting part of the bed coke is 
lower than it should be according to the fresh 
contour of the temperature zones in the cupola 
(Fig. 12) and this often can be responsible for the 
beginning of oxidation of the iron. 
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COKE SIZE RANGE, IN. 


Fic. 23.—Temperature of the furnace hearth for 

various sizes of coke after pre-heating for 10 min. 

with blast of 0.6 cub. metres per second and an 

intial coke bed (after adding the metallic charge) 
60-in high. 


_ Finally, as a last remark, the smaller the coke 
size, the greater the danger of an explosion— 
possibly a serious one—when a stoppage of the fans 
during melting occurs. A serious accident in fact 
took place when experimenting with the 24 to 
3}-in. coke. A single tuyere* out of four having 
been opened during a blast stoppage, a violent 
explosion occurred, accompanied by flying frag- 
ments which caused serious burns to the melting 
Superintendent. With the 14 to 24-in. coke, there 
was no occasion to open a tuyere, but an explosion 


* It should be noted that the wind-box is situated high up on the 
majority of cupolas of French design—Editor. 
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has taken place on stopping the fan but happily 
without harm as proper precautions had been 
taken. 


Conclusion 


Taking into consideration the whole range of the 
tests, it would appear that the 34 to 4}-in. coke was 
best adapted from every point of view for a cupola 
of nominal internal diameter 700 mm. (28-in.) 
which is commonest size used in [French] foundry 
practice. This particular size of fuel does permit 
the realization—with an acceptable thermal effici- 
ency—of the production of iron at a high tempera- 
ture within a wide margin of working conditions, 
that is to say, with a production capable of varia- 
tion at least from one to two. Irregularities can 
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CO2 AND CO CONTENT, PER CENT 


Fic. 24.—Composition of gases sampled simul- 
taneously along the walls of the cupola at different 
levels. The quality, amount and size of different 
cokes used in the two tests, as well as blast input 
being constant throughout the “ blow.” 


be quickly adjusted, provided the conduct of the 
operation is carefully followed. The percentage of 
coke used can be fixed at a reasonable quantity, of 
the order of 12 to 14 per cent., which in the case 
of a low-powered fan helps the running to the 
extent that the pressures needed in the wind-box 
are lower than those necessary when cokes of other 


sizes are used—and notably when the “run of' 


mine ” type of coke (14 to 6-in.) normally supplied 
to foundries is employed. 

This last size range of coke has given results 
somewhat less interesting, but yet very near to those 
obtained with the 34 to 43-in. size. It should be 
pointed out that the average dimensional variation, 
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Influences in Cupola Performance 


in fact, much resembles that of the latter size of 
fuel. 

The 24 to 34-in. coke can certainly be utilized 
industrially under favourable conditions. However, 
it seems essential—in order to get results similar to 
those given by the 34 to 4}-in. coke—to increase 
the amount of fuel materially, which necessitates 
a high-blast input. On the other hand, the wind- 
box pressure for a constant output being already 
higher than with the 34 to 4}-in. size, it finally 
follows that the cupola should be equipped with a 
fan definitely adapted for (or even slightly over- 
powered for) supplying a blast input corresponding 
to the demands of 14 per cent. of coke, for 
example, at a higher pressure to that generally 
thought fit. The melter using this fuel should, most 
emphatically, be made aware of the risk of explo- 
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sion which follows blast stoppage. It is possible 
that in cupolas of smaller diameter, this coke 
would give better results than those obtained with 
the cupola used in these tests. A typical case for 
the use of this coke would be the cupolas installed 
in steel foundries which are usually equipped with 
volume-controlled fans. As to the 1} to 2tin. 
size of coke, its use certainly allows of the melting 
of iron, but it would appear to have no industrial 
use in cupola practice. 

Finally, the Authors extend their thanks to the 
Institut Catholique des Arts et Metiers at Lille, 
which placed their foundry and staff at their dis. 
posal for the carrying out of the tests; also to the 
collieries (du Nord and Pas de Calais) which sup. 
plied the experimental cokes free of charge, and 
to their colleague, Mr. Penard, and finally, to their 
chief, Mr. A. E. le Thomas, who sanctioned the 
publishing of this Paper. 


«“ Loyalty Discounts ” for UK 
Aluminium Buyers 


‘“ Loyalty discounts,” offered by Aluminium, Limited, 
of Canada, to UK customers in order to meet 
Russian competition, were described to a House 
of Representatives sub-committee in Washington 
recently. Mr. Nathaniel Davis, president of Alu- 
minium, Limited, said that his company, through its 
subsidiary, the Aluminum Company of Canada, 
Limited, had been offering for the past three months 
a 2 per cent. discount to UK customers “who will 
rely on us.” 

The discount was considered necessary to meet diffi- 
cult competition not previously encountered and it was 
paid at the year-end to those firms which continued to 
buy from Aluminium, Limited, in about the same 
quantity as in the past. Later, at an interview, Mr. 
Davis said the Russians were underselling Aluminium, 
Limited, by 1 to 2 cents a pound in the UK. The 
discount did not eliminate the differential. He agreed 
that the Russian quality was as good as that of western 
producers and that “ Russia was selling at a price it was 
guaranteeing would always be the same.” 

Total Russian imports of aluminium into the UK 
rose from 2,468 tons in 1955 to 15,499 tons last year 
the 1957 annual rate of imports being about 23,000 
tons. January imports have been maintained at about 
the same level. It has been on offer at about £15 a 
ton below the £197 a ton delivered quoted by the 
Aluminum Company of Canada. 


British Standards Institution 


Wooden Pattern Equipment for Foundries 


British Standards Institution, 2, Park Street, London, 
W.1, have published recently BS.467:1957 cover- 
ing wooden pattern equipment for foundries. It costs 
5s. The revision, which greatly extends the scope, 
was prepared under the authority of the Mechanical 
Engineering Industry Standards Committee and was 
carried out at the request of the National Society of 
Master Patternmakers. It is intended for use in general 
applications rather than in specialized fields. This 
specification is an essential document for the proper 
conduct of business between the supplier and user of 
patterns. Moreover, its use by foundry patternshops 
will enhance the value of patterns they make for their 
own use. 


International Nickel cuts Production 


The present surplus of the metal has led the Inter- 
national Nickel Company of Canada, Limited, to 
announce a cut of nickel production in Canada by 
about 10 per cent., or about 1,100 tons. 

The present rate of nickel production by the com- 
pany and by other nickel producers is substantially in 
excess of total market demand as well as consump- 
tion, the company states. Furthermore, stocks of un- 
sold nickel.in the hands of the company and in the 
hands of the US Government, as a result of industry's 
inability to take nickel offered to the trade instead of 
being stockpiled, are accumulating at a rapid rate and 
will soon total about 44,600 tons. 

These accumulations do not include nickel in the 
US Government stockpile or unconsumed nickel in the 
inventories of customers. 

Also, in view of excessive current accumulations by 
the US Government, deliveries of nickel by the com- 
pany to the US stockpile previously scheduled for 1958 
have been rescheduled for 1959. Under all these cir- 
cumstances a 10 per cent. cutback in production is the 
minimum required at the present time. 


AEI Orders in Hand rise to £180,000,000 


The value of goods despatched from factories of 
Associated Electrical Industries, Limited, in 1957 
increased by 124 per cent. to £150,000,000, a substantial 
part of which was exported. Orders received during 
the year by all group companies, both home and over- 
seas, amounted to £177,000,000 (£138,000,000) and the 
value of orders in hand at the year-end was 
£180,000,000 (£152,000,000). 

During the year some 40 new buildings, factories, or 
extensions were completed or under construction, and 
the directors point out that since 1953 the. building and 
equipping of new factories has cost about £10,000,000 
a year and a similar sum has been provided for their 
operation. 

Individual investors now own well over half the 
issued equity, compared with little more than a third 
10 years ago, while the proportion held by institutional 
and corporate investors has dropped from 64 to 46 per 
cent. 
95 per cent, of the total number of members. 

Group net profit, after tax, was 


(£4,459,713) and the ordinary dividend is again 15 pet | 
cent., but payable on a greater capital. 


The 66,853 individual members comprise almost | 


£4,504,075 | 
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No Case for Steel Nationalization 


“If the iron and steel industry has failed it is entitled 
to be told where it has failed. That question has been 
asked but there has been no reply. There is, in fact, 
no case for nationalization of the industry.” This 
forthright statement was made by Sir Andrew McCance, 
chairman of Colvilles, Limited, and a director of a large 
number of companies associated with the industry in 
his presidential address at the annual meeting of the 
British Iron and Steel Federation last week. ; 
After outlining the industry’s considerable achieve- 
ments, Sir Andrew said that they were all overshadowed 
by a threat of nationalization. Why? The industry 
had been accused of inefficiency, but all standards of 
comparison proved the contrary and the critics had 
been forced to abandon that argument. It was now 
alleged that it lacked proper supervision, but for many 
years it had worked in the closest co-operation with 
the Government of the day and all targets in the post- 
war development plans had been discussed and agreed 
with the Government, irrespective of political 
persuasion. 

It was under the constant and effective supervision 
of a strong and independent Iron and Steel Board, 
appointed by the Government, and whose members 
included steel consumers. The board had strong powers 
in all the main fields of public concern, particularly 
in development and prices. These powers, with the 
reserve powers in the hands of the Government, were 
amply adequate to secure that the industry fulfilled 
its national responsibilities. 

“ Nationalization Frustrates ” 

It had been alleged that expansion had not been 
adequate, but the industry had consistently exceeded 
the production targets agreed with successive govern- 
ments. Its capacity had increased 75 per cent. since 
the end of the war, and in the next five years its rate of 
expansion would be higher than ever before. It had 
raised its own exports to record levels and had enabled 
a remarkable increase in the exports of the metal- 
using industries to be sustained. It had provided for 
its own fleet of ore-carrying ships and it had a stake 
in orefields abroad. ‘“‘ These are not the signs of 
apathy and restrictionism,” he said. 

Finally it was alleged that adequate finance could 
only be assured under nationalization. The industry 
deserved credit for successfully financing expansion in 
the face of political uncertainty. Difficulties existing 
to-day were primarily caused by the threat of nationali- 
zation, but the industry was confident that it would be 
able to finance its plans. F 

Sir Andrew pointed out that the steel industry was 
completely different in character from the industries 
already nationalized. They were services; steel was a 
manufacturing and trading industry whose products 
were the mainstay of our export balance. As the world 
moved towards sharper competition and freer trade, 
the need in British industry would be for greater flexi- 
bility and greater enterprise. 

“Nationalization frustrates. The encouragement of 
individual responsibility is lost. Operating efficiency, 
overseas technical and commercial connections, internal 
harmony—all these would be impaired. The bad effects 
could not be confined to the steel industry—the whole 
economy of the country would suffer.” 

The present system was well suited to the conditions 
of to-day, blending successfully as it did private enter- 
prise with public supervision, individual initiative with 
central planning. It was common ground that effective 
public supervision must continue. “If improvements 
are thought to be possible in this system,” said Sir 
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Andrew, “let them be examined and discussed. That 
is the traditional British approach and it is surely the 
only sensible approach for the steel industry.” 

In his opening remarks, the president said that the 
industry’s third development plan was the most ambi- 
tious of the post-war plans. It aimed at a crude steel 
capacity of 29,000,000 tons by about 1962, the previous 
rate of increase of steel production being almost 
doubled. The expenditure involved was about 
£65,000,000, equal to the total expenditure so far since 
the war. 

Broad agreement existed between the industry and 
the Iron and Steel Board on the expansion required 
and discussions were continuing on such issues as the 
future supply and demand for sheet and tinplate. 
Work already in progress at the three continuous strip 
mills would raise capacity by an additional 2,000,000 
ingot tons a year, compared with 1957. If demand 
continued to expand, a fourth strip mill would ulti- 
mately be required. 

Referring to developments in South Wales, Sir 
Andrew said that there the industry had both modern- 
ized itself and increased total employment by 16 per 
cent. over the past 11 years. Modernization neces- 
sarily brought about the abandonment of out-of-date 
methods and the closing of out-of-date works. A num- 
ber of workers in South Wales had been displaced, 
but many had already found other employment. The 
federation had assisted by finding products for some 
works outside their normal range of production or by 
finding markets in districts which they would not norm- 
ally serve, and the industry was still ready to consider 
proposals for easing the position that would make a 
useful contribution to the national effort. 

From October onwards, the president continued, steel 
production fell some way below capacity and, although 
the year’s total output of 21,700,000 tons was a record, 
it was about 500,000 tons less than estimated capacity. 
Home consumption was much the same as in 1956, 
imports were substantially reduced, and exports raised 
to nearly 4,000,000 ingot tons, compared with 3,250,000 
tons in 1956. 

With continuing restraint in the home economy and 
the uncertainty of the American outlook, firm predic- 
tions for 1958 were not possible, but it was hoped that 
steel output would be higher and, in spite of competi- 
tion which was steadily growing more severe, that 
exports would expand. The industry looked forward 
to the wider opportunities which freer trade in Europe 
might offer, confident that it could hold its own with 
Continental producers. “This is a matter of great 
national importance, because this country can only 
gain benefit from the enlarged market if the industry 
continues to provide its consumers with steel of the 
highest quality at competitive prices,” he said. 

Future policies of the industry were based on its 
solid achizvements since the war. Steel output had 
risen by 75 per cent. and productivity by 40 per cent.; 
an average of £2,000,000 a week was being spent on 
developments; exports of steel and goods made from 
steel now represented more than half the value of 
total British exports; British steel prices compared 
favourably with prices overseas; the industry’s central 
research association was the largest of its kind in the 
country; the latest techniques were being used for the 
training of management and men, and employee rela- 
tions continued to be excellent. 


A NORTH-EASTERN SECTION of the National Society 
of Master Patternmakers has been formed. The 
address of’ the secretariat is c/o Skernside Pattern- 
making Company, Limited, Prospect Place (off 


Whessoe Road), Darlington. 
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Law Cases 


Safety sacrificed for Speed ? 


Judgment was given against Ernest John Wilfred 
Hives, 37-year-old fitter, in his claim for damages for 
injuries while working at Keeton Sons & Company, 
Limited, ironfounders, Greenland Road, Darnall, by 
Mr. Justice Ould at Sheffield County Court on 
March 14. 

Hives alleged that the firm had failed to provide a 
safe system of working, and that a man who had been 
helping him, Mr. Fairweather, had been negligent. He 
told the court that they had just removed a shearing- 
machine leg, weighing 800 lb. when Fairweather 
shouted to him to let it go because it was “going-over.” 
Hives said the leg pinned him to the floor, fracturing 
his ankle. In answer to questions about the method 
used, Hives said he knew there was a system by which 
the leg was bolted to the floor before the machine was 
lifted off, but that was slower than the method he used 
of moving the leg manually. 

Judge Ould said it was possible that the improper 
method could be used without the management know- 
ing about it. A bonus system would sometimes cause 
men to sacrifice safety to speed. ‘“ Men naturally, to 
increase their earnings, want to get on with the job 
and earn as big a bonus as possible. And they are 
prepared from time to time, in their familiarity with 
the job, to take risks where, if there were no bonus, 
they might be inclined to take precautions.” 


Apprenticeship Agreement Broken 


Breach of an apprenticeship agreement was the 
subject of a reserved judgment given by Judge 
R. H. Norris at Redditch County Court. Edward 
White, engineers and makers of  wire-working 
machinery, of Redditch, claimed £400 damages from 
Mr. Paul Sawbridge Nicholson (18) and his father, 
Mr. John Sawbridge Nicholson. The firm was awarded 
£150 damages and costs. 

Judge Norris said the apprenticeship agreement was 
dated December 28, 1955, and was to run until Mr. 
Paul Nicholson was 21, in June, 1960. The youth was 
instructed in the science of engineering until July last 
year when employees had a fortnight’s holiday. Paul 
Nicholson did not return to work after the holiday 
and in August, his father called at the firm and asked 
if his son could be released from the apprenticeship. 
Mr. Nicholson was in great difficulty because a mechanic 
had left and he wanted his son to work in his garage. 
The firm refused, but the youth failed to return to work. 

The defence to the claim was that the youth was not 
bound by the agreement and that he was not given the 
instruction promised in the agreement. “In my 
opinion,” the judge said, “the firm did perform its part 
of the agreement and I think the youth was given proper 
instruction in all branches of the trade.” 


Boy’s Hair Caught in Machine 

But for a boy’s exceptionally long hair, a factory 
accident would never have occurred, the Dudley 
magistrates were told when Hill & Smith, Limited, 
structural engineers and grey-iron founders, of Brierley 
Hill (Staffs), was summoned for failing to fence a 
drilling machine securely. The company pleaded 
Guilty. 

Mr. R. G. Wilbrey, prosecuting, said that when 
15-year-old Raymond William Baker went to use a 
drilling machine on January 15, his hair was caught 
by the spindle and a tuft attached to a piece of scalp 
‘was pulled away. For the firm, Mr. J. H. Moss said 
that only a short time before the accident a fitter 
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removed the guard, and because of his negligence, jt 
was not replaced. Had the boy’s hair been of the 
normal length, there was not the slightest doubt that it 
would not have been caught up. 

The company was fined £5. 


American Interest in UK Dust-control 
System 


Mr. J. L. Burgess, general manager of the Dustuctor 
Company, Limited, Hayle, Cornwall (one of the 
Holman group of companies) recently returned from a 
highly successful visit to America and Canada, Mr. 
Burgess’s visit was in the nature of a personal follow. 
up to the Holman company’s film “The Observation 
of Dust in Mines” and to the Dustuctor company’s 
film “The Low-volume High-velocity Exhaust System 
on Pneumatic Chisels, Portable Grinders and Wire 
Brushes,”* which have been widely shown in America, 

One of his visits was to the General Motors Corpora- 
tion, Detroit, at the invitation of the Industrial Health 
and Hygiene Department. Considerable interest was 
also shown in New York by the leading insurance com- 
panies which handle employers liability insurance and 
which are encouraging the stamping out of diseases 
resulting from industrial dust. In Canada, Mr. Burgess 
was invited to participate in a three-day conference at 
Toronto on “ Silicosis and other Industrial Pulmonary 
Diseases,” and show the Dustuctor film there. The 
conference was held under the auspices of the McIntyre 
Research Foundation (the Canadian research founda- 
tion concerned with the prevention and elimination of 
industrial dust) and was attended by leading medical 
experts, engineers and inspectors concerned with in- 
dustrial health and safety. The very considerable in- 
terest shown in America and Canada has _ already 
resulted in requests for extra copies of the films for 
showing on both sides of the border, and in orders for 
the equipment. 


*Complimentary papers under the titles “Foundry Dust” 


and “Dust Control in Foundries” were printed in the 
— 9, 1956, and September 12, 1957, issues of this 
OURNAL. 


Machine-tool Makers to Reorganize 


To safeguard the interests of its shareholders against 
the possibility of nationalization, B. Elliott .& 
Company, Limited, machine-tool manufacturers, of 
London, N.W.10, is to implement a _ reorganization 
scheme under which its machine-tool interests will be 
separated from other activities. The move has also 
been brought about by the continued expansion of the 
company’s business, particularly in new fields. 


The scheme involves the formation of a new 
subsidiary, B. Elliott (Machinery), Limited, which will 
take over the selling and manufacturing operations at 
present carried on by the’ present company, which will 
then act as the holding company controlling the 
interests of the group. The new company will be a 
wholly owned subsidiary. 


The company states that the new activities being 
developed are progressing “ most satisfactorily.” On 
the machine-tool side, business has been much more 
difficult in the last few months as a result of financial 
restrictions, and the depression in the United States. 
Provisional figures for the year ending March 31, 
1958, however, indicate that the profits will be 
satisfactory. 
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British Bronze & Brass Ingot Manufacturers Association 


Annual General Meeting held in Birmingham 


After luncheon at the Queen’s Hotel. Birmingham. 
on Tuesday of last week, the British Bronze & Brass 
ingot Manufacturers Association (BBBIMA) held 
their annual general meeting. Initially, the president, 
Mr. F. Baugh (Alexander Metal Company, Limited) 
presented to members (about 25 of whom were 
represented at the meeting) his report on the vear’s 
activities, abstracts from which are as follow:— 


Exports 


Exports were very important to members and 
the country as a whole and enabled use to be 
made of ingot manufacturing capacity surplus to 
home requirements. The Government were not will- 
ing, for various reasons, at the moment, to relinquish 
all control of exports and the majority of the 
members were of the opinion that it was not in the 
interests of the trade that exports should be de- 
controlled. At the same time, the control has been 
eased in a number of ways in the past year by the 
generous issue of ad hoc licences where justified, 
the removal of limitations on destinations and the 
removal of the restrictions which applied to brass 
only. The Board of Trade retained control of 
minimum prices and the Association’s Council 
thought this was right. 


Clean Air Act 


The remaining sections of the Clean Air Act 1956 
were expected to come into effect on June 1 next. 
In the meantime, the Minister had given considera- 
tion to industries to be transferred under the Alkali 
Act and held a public inquiry in May 1957 to hear 
representations on this subject. The British Non- 
Ferrous Metals Federation and I.C.J. Metals, 


_ Limited, had sought to have copper works—the 


definition of which would include ingot manufactur- 
ing—scheduled under the Alkali Act. It was felt 
by all concerned that it was better to be under the 
scientifically trained section of the Alkali Act rather 
than to come under the non-scientific control of 
local authorities. However, the Minister’s pro- 
posals (which were published recently) as regards 
copper works were limited to two processes, i.e., 
de-oxygenization by the immersion of wood and 
the pouring of metal into moulds bearing an oily 
dressing. The BBBIMA Council had felt that an 
accurate definition of “copper works” was a very 
important one and decided to take legal opinion 
on this subject. The sections of the industry con- 
cerned had consulted together about this and each 
had sent a letter to the Ministry strongly urging 
the enlargement of the definition, in particular, to 
provide for smoke arising from greasy or oily scrap. 

Members had been asked for the time which 
they would need to emit smoke due to the burning 
off of such matter, but these needs varied so greatly 
that there was no common denominator and the 
only way to escape the penalties imposed by the 


_ interests. 


Bill seemed to be to have the process recognized 
as inevitably producing smoke and to have it 
scheduled under the Alkali Act. This would not 
mean that members had no further worries on the 
subject. They would still be required to use the 
best practical means to limit or reduce smoke 
emissions, although they would not be under the 
total prohibition contained in the Clean Air Act. 


European Free Trade 

European Free Trade was a matter on which a 
great deal was being written and said but on which 
it was very difficult to be definite about anything. 
The Council had discussed the matter with the 
Board of Trade officials on several occasions and 
were keeping in touch with other non-ferrous 
It seemed inevitable that if the Free 
Trade Area came into being, restrictions on the 
movement of scrap would, over a period of years, 
be eliminated. It had been urged that this should 
only come about in a manner which will suit the 
industry and that there should be adequate safe- 
guards for trading and against the use of subsidies 
whether direct, or hidden in such ways as favour- 
able taxation, etc. 

It was thought that in the course of time the 
price of scrap would find a common level and that, 
over the years, labour costs would tend to level up 
throughout the Free Trade Area. 


Co-operation with Other Organizations 

The Association of Bronze and Brass Founders 
had suggested that there should be greater co- 
operation between non-ferrous metal organizations, 
and their president called a number of heads of 
Associations together in October last, since when 
there have been further meetings. It might be that 
some form of liaison will grow up with the British 
Non-Ferrous Metals Federation and other allied 
associations. The Clean Air Act and other legisla- 
tion together with the proposals for the European 
Free Trade Area had clearly demonstrated the 
benefits to be obtained from such liaison and the 
BBBIMA Council thought that only good could 
come of it; it was, therefore, supporting such moves. 


Technical Committee 


The Association’s Technical Committee continues 
to serve members well although they did so from 
behind the scenes. Mr. Turner particularly was to 
be thanked for his excellent chairmanship of this 
committee. The work had been mainly with the 


British Standards Institution where the revision of 
BS.1400 continued to be discussed during the year. 
Gratitude was due to Mr. Edge for his energetic 
attention to this important subject and to the com- 
mittee dealirig with the sampling and analysis of 
copper alloys—referee methods of analysis were 
clearly necessary if the proposals for the BS.1400 
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BBBIMA Annual Meeting Report 


were adopted. The Council had stimulated the BSI 
into activity in this matter and Mr. J. E. Bush was 
active on the relevant committee. 


Other Matters 


Topics of mainly domestic interest dealt with 
briefly by the president in the course of his report 
included sampling methods for gunmetal and 
phosphor-bronze borings; the incidence of ex- 
plosives in scrap cartridge cases; finance; the BSI 
appeal for funds for the forthcoming International 
Standards Organization’s assembly in Harrogate, 
and the continued demand for the Association’s own 
Manual.” 


TECHNICAL REPORT 


At this stage, the report of the chairman of the 
Association’s Technical Committee was presented 
and from it the following extracts have been culled, 
as being of more general interest to founders. 


Work on Standards 
BS.1400 Revision 


The issue of a draft of this Standard for comment 
by industry has been held up pending the agreement 
of the working party on certain points which have 
now been resolved. The draft can, therefore, be 
expected very soon. It should be made known that 
the BBBIMA had opposed many of the alterations 
to long-established alloys (which have proved their 
worthiness in practice) by the introduction of 
impurity limits and other alterations which it was 
considered had no economic or practical justifica- 
tion; indeed these limits were. not easy to determine 
and would certainly cause difficulties for many 
founders. Customers would rely on ingot makers’ 
certificates for the quality of their ingots—which 
they were entitled to do—but this could be no 
guarantee of the metal when it was remelted, 
possibly with additions of other metal, and then cast 
under conditions over which the ingot manufacturer 
had had no control. The Association’s representa- 
tive on the BSI committee dealing with this revision, 
Mr. S. Edge, had had a very difficult task and had 
frequently found himself in a minority of one in 
opposing certain proposals. 


Sampling and Analysis of Copper Alloys 


Due to the Association’s insistence on the need 
for agreed methods of analysis for referee purposes 
if the proposals for the revision of the specifications 
were adopted, the BSI committee for the Sampling 
and Analysis of Copper Alloys had been reconsti- 
tuted and had already done a great deal of work 
in which the BBBIMA representative, Mr. J. E. 
Bush (of Metal Products (Willenhall) Limited, had 
played an important part. Mr. Bush was in the 
habit of-trying out proposed methods personally, 
instead of delegating this work, and so was in a 
strong position to discuss them in committee. 

Methods for the determination of copper, tin and 
phosphorus, particularly in phosphor-bronzes, were 
well advanced. Following these, at the Association’s 
request, methods for silicon, iron and aluminium 
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were having attention and it was hoped that in 
due course lead and zinc would follow. All this 
involved a tremendous amount of laboratory work 
—Metal Products Limited had, in fact, extended 
their laboratory—-it was work in which members 
could and should share, and offers of help would be 
appreciated. Incidently, it represents pioneer work: 
other countries have set low limits for certain 
elements in their specifications, on what basis was 
unknown, but they do not appear to have provided 
methods for determination of these elements when 
present in the quantities specified. 


Effect of Impurities on Copper Alloys 
Knowledge of the effect of impurities on Copper 


for them could be stated on a scientific basis. Keep. 
ing impurities to low limits was expensive and 
industry should know whether such expense was 
justified. The British Non-Ferrous Metals Research 
Association, with whose representatives the Associa- 
tion had had some discussion on this subject, had 
done work on some impurities and could provide 
references to work done on others. Much more 
could be done if industry would provide the funds 
for such research. 


Other Matters 
Melt-quality Tests 


A great deal of work has been done, the objective 
of which was to devise a quick and easily-applied 
test to a non-ferrous melt to show its quality and in 
particular, the presence of gas. This was of special 
interest to members because defects in the casting 
were apt to be attributed to the metal. Unfortun- 
ately, most results had so far been negative but the 
Institute of British Foundrymen’s committee with 
whom the Association was collaborating was persist- 
ing in its efforts to find quick practical tests. At 
present, apart from aluminium, not many founders, 
as far as the Committee was aware, carried out pre- 
casting tests of the metal. 


Hard Spots in Manganese-bronze 


Since the last annual meeting, an interim report 
on the subject of hard spots in manganese-bronz & 
castings had been published; copies of this had been 
sent to members and it had also appeared in the F 
technical Press. It was hoped to publish further F 
information in due course and specimens of metal F 
containing such hard spots would be welcomed for F 
further examination. 

The Report concluded with the expression of 3 
desire for more members to participate in the)” 
technical work of the Association, particularly 3/7 
regards the appraisal of proposed methods olf 
analysis for referee purposes. : 

[The proceedings were continued by the Annual} 
Business Meeting of the Association which was fe-| 
ported on in last week’s JOURNAL.] 


VILLIERS ENGINEERING COMPANY, 
J. E. V. Jobson has retired from the boards of the) 
company and of J. A. Prestwich Industries, Limited,” 
owing to other commitments. 
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Equipment & Supplies 


Hot-blast Cupola 


A hot-blast cupola (shown in Figs. 1 and 2), working 
with ribbed-plate air heaters which return hot air of 450 
deg, C. to the cupola has been designed by the German 
firm Richard Kablitz, Lauda, North Baden, Germany. 
it is claimed that this robust cupola is very safe in 
operation and its economic advantage is based on a 
saving of 40 per cent. coke, At the same time the rate of 
melting per hour is considerably increased. The hot 


flue gases emanating from the cupola at a temperature. 


of about 850 deg, C. pass through the air heaters and 
are eventually exhausted at a temperature of 350 deg. C. 
As no cold air has to be blown into the cupola the 
lining suffers less and _ its 
surface remains smooth, thus 
offering less resistance to 
the charge sliding down the 
cupola. The slag does not 
so easily set in front of the 
tuyeres and there are no 
more difficulties, in keeping 
these free from slag. 

The German manufac- ‘ = 
turers are represented in this 
country by E. Green & Son, 


450 DEG. C 
GAS FILTER 
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heating applications such as paint stoving, moisture 
extraction and preheating. They can be fitted end-to- 
end to form continuous troughs, assembled in banks, 
or used in angular formation to accommodate products 
of irregular shape. They can also be built into an 
enclosed plant, or used as portable units on stands. 


CONSOLIDATED PNEUMATIC TOOL COMPANY, LIMITED, 
of 232, Dawes Road, London, S.W.6, have now in- 


corporated a safety cover which encloses the distance 


travelled by the moving jaw of their pneumatic bench 
vice. Both time and labour, it is claimed, can be 
saved by the use of this tool in operations where 
many changes of working position are necessary, 
requiring frequent operation of the vice jaws. The 
time-saving aspect is effected by the air control which 


Limited, Economiser Works, 
Wakefield. 


Fic. 1. — Explanatory 
drawing of the hot-blast 


cupola designed by the 
German firm Richard 
Kablitz. Normally, one nos 
heater would serve a pair 
of cupolas. 


INDUSTRIAL Drives LimiTeD, of 44, Uxbridge Road, 
Ealing, have placed a new “ Sextet ” auto-manual speed 
drive on the market. This model utilizes the differential 
pulley principle of a manually-operated variable-speed 
pulley—usually the driver—transmitting by means of 
a “vee” belt to an automatic variable-speed pulley— 
usually the driven member. They each provide an 
infinitely stepless speed variation of 3.6:1 ratio, result- 
ing in an overall speed variation of up to 12:1 ratio. 
This 12:1 ratio is divided equally above and below 
driver speed. For example, from a constant 1,000 
rp.m. driver (motor) input speed, the final , speeds 
available on the driver shaft would be 3,600 r.p.m. 
maximum down to 400 r.p.m. minimum. The pulley 
incorporates several interesting features including a 
handwheel made of light aluminium alloy. 


GEORGE KENT, LimIveD, of Luton, Bedfordshire, have 
announced details of the new miniature glass-electrode 
Primary element for their “ Universal” pH recorder 
which is a smaller version of the current model. Its 
principal advantage is that by utilizing a repro- 
ducible single seal of the metal-to-metal type between 
the electrode unit and the body, an assembly is pro- 
duced which, it is claimed, is completely impervious 
to water vapour and can be immersed in boiling solu- 
tions for long periods, little maintenance being required. 


METROPOLITAN-VICKERS ELECTRICAL CoMPANY, 
LimireD, of Trafford Park, Manchester, have introduced 
a new version of their infra-red projector which in- 
corporates their tubular metal-sheathed heating element. 
These projectors are designed for general infra-red 


450 DEG. C 
~ - 
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CUPOLA TEMPERATURES 


opens or closes the jaws more quickly than can be 
done manually. Particular applications are those of 
fettling and polishing, component assembly and many 
forms of repair work. 
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News in Brief 


IN ONE WEEK a record number of 2,000 Coronet type 
refrigerators were despatched from the Bognor Regis 
works of Lec Refrigeration, Limited. 


Detaits of the 1958 Gold Medal Essay Competition, 
which carries other valuable prizes, are now available 


from the Editor, Research, 4/5 Bell Yard, London, 
W.C.2. 


SUBSTANTIAL ORDERS totalling more than £350,000 
for diesel four- and six-wheeled trucks have been 
received by Leyland Motors, Limited, from Iran with- 
in the past few weeks. 


YALE AND TOWNE MANUFACTURING COMPANY, makers 
of mechanical transporters, Wednesbury, have taken 


over a new factory at Neerston Industrial Estate at 
East Kilbride, nr. Glasgow. 


THIS YEAR, the house of Impianti Fonderie Olivo 
of which Cav. G. C. Mario Olivo is the -head, cele- 
brates the sixtieth anniversary of its foundation. It 
is a leading Italian foundry equipment concern with 
its office in the via Fabio, Milan. 


THE L. S, STARRETT CoMPANY, LIMITED, Scotland, a 
subsidiary of the L. S. Starrett Company, of Athol, 
Mass., USA, are planning to manufacture precision 
tools, hacksaws, and bandsaws in Scotland. The parent 
company have stated that they will settle a branch of 
their industry in Jedburgh provided satisfactory 
arrangements can be made. 


Brook Motors, LIMITED, have produced a loose- 
leaf catalogue of their films to which fresh sheets may 
be added as further films become available. Two new 
ones are announced—*“ Six Hundred Horses” and 
“Not by Magic.” Copies of the catalogue may be 
obtained free of charge from the films division of the 
company, Empress Works, Huddersfield. 


THE TREASURY have made the Additional Import 
Duties (No. 2) Order 1958, which increases the rate of 
duty payable under the Import Duties Act. 1932, on 
(a) antimony metal and oxides, and (b) certain antimony 
alloys and mixtures containing antimony oxides. The 
Order came into operation on March 21 and has been 
published as Statutory Instruments 1958 No. 404. 


FIGURES RELEASED ON Marcu 13 show that between 
January 13 and February 17, when the last count was 
taken, the number of unemployed in the. Midlands rose 
from 25,179 to 27,995. The percentage rate now stood 
at 1.3 compared with the national figure of 1.9. 
Regional officials of the Ministry of Labour said that 
there was no cause for alarm and there were hopes of 
improvement. 


THE INSTITUTION OF PRODUCTION ENGINEERS, through 
its Cornwall section, is organizing a conference on 
“Improving Productivity by the Use of Compressed 
Air.” It is to be held at the Cornwall Technical 
College, Camborne, on April 9 and 10. An interesting 
programme has been arranged and details are available 


from the secretary of the Institution, 10, Chesterfield 
Street, London, W.1. 


Mr. ANTHONY ParT, Permanent Under Secretary to 
the Minister of Education, opened a new school for 
craft apprentices at Guest, Keen & Nettlefold (Mid- 
lands), Limited, on March 19. Youths joining the 


five-year craft-apprenticeship scheme will, as in the 
past, spend their first year at a technical college, but 
instead of going straight into the factory they will now 
spend the whole of their second year in the new 
school under the direction of Mr. Joseph Harris, who 
is the chief instructor. 
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A 150-TON ROLL HOUSING for a new 12-ft. hot-plate 
finishing mill at Appleby-Frodingham Steel Company 
left the Darnall, Sheffield works of Davy & United 
Engineering Company, Limited, on March 16. The 
distance between the two works is 40 miles, but be- 
cause of its size and weight the journey took six 
days and covered 120 miles; a bridge on the way had 
to be strengthened. The housing, which measures 
32 ft. 5 in. long, 16 ft. wide, and 7 ft. 7 in. deep, 
travelled on a long low-loader wagon with two 
tractors in front and one at the rear. 

SPEAKING AT THE ANNUAL PRESENTATION of awards 

to apprentices of the English Electric Company, 

Limited, Thornbury Works, Bradford, the general 

manager, Mr. J. Parker, said that during the past 12 

months the company had been examining all the 

aspects of apprentice training, since concern was felt 
over the apprentices rate of failure on some of the 
technical courses. Full attention was being given to 
the problem and it was hoped in the near future to 
be able to announce a new form of block release for 
day study. An address was given by Sir Leonard 

Hutton, while Lady Hutton presented the awards, 

IMPERIAL CHEMICAL INDUSTRIES, LIMITED, have 
declared their intention, subject to the expected 
development of the market, to establish a unit in 
Northern Ireland for the spinning of “Terylene” 
polyester fibre. The planning and construction of the 
plant will take several years to complete, but it is 
hoped that it will be possible to start production by 
1963-4 and when full production has been achieved a 
labour force of around 1,150 will be required. If this 
project is successful, it is hoped to expand the unit 
to give eventual employment to at least 2,000. Suitable 
sites for the unit are under investigation and a decision 
on location will be made in due course. 

THE FALKIRK CASTLELAURIE WorRKS of Allied Iron- 
founders, Limited, have been closed down _ because 
of lack of orders and some 60 workers have been 
affected. A spokesman for the firm said the reason 
for the shut-down was shortage of work, particularly 
due to the collapse of the export market. The works 
specialized in the production of rain-water and 
soil pipes. They had quite a big trade in North 
America and with the rise in local production in these 
countries and increasing costs here they were unable 
to obtain orders. An apprenticeship training scheme 
carried out at Castlelaurie will not be affected. It will 
be transferred to the Falkirk Iron Company’s premises. 

THE TREASURY have issued a leaflet entitled Ques- 
tions ahout Inflation as a follow-up to the booklet 
The Pound and Our Future which was issued in 
November last and of which more than 400,000 copies 
were sold. Copies of the new leaflet, which is excellent, 
are being sent to 25,000 firms, with a letter from the 
Treasury explaining that it was produced to meet the 
many requests that were received for something shorter 
and simpler than the booklet explaining the serious 
economic issues facing Britain. The letter states that 
if, as is hoped, the leaflet meets this need, it will be 
followed by similar ones dealing with different aspects 
of inflation and methods of defeating it. An order 
form is enclosed with the Treasury’s letter, offering bulk 
supplies of the leaflet at low prices. 

GUESTS AT THE CUTLERS’ FEAST on March 24, where 
the main topic for discussion was Commonwealth and 
export trade, included the High Commissioners for 
Australia, the Union of South Africa, and Rhodesia 
and Nyasaland, and the Burmese Ambassador. The 
chief guest was the Earl of Home, Minister for 
Commonwealth Relations. Among industrial repre- 


(Continued on page 366) 
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Foreign Economic Reports 


The following extracts have been prepared from 
recent economic reports emanating from the Export 
Services Branch af the Board of Trade. In each case 
an attempt is made to include mention of trends which 
may influence foundry business. 


Jamaica: The value of Jamaica’s trade continues to 
gow and imports and domestic exports during the 
first ten months of 1957 amounted to £53,124,504 and 
£39,561,009, compared with £47,397,601 and £32,626,131 
in the similar period in 1956. Imports from the United 
Kingdom rose to £20,019,907 from £17,940,164, in 1956. 
The Department of Trade and Commerce, Canada, 
plan to hold two trade fairs in the West Indies early 
in 1959, one in Jamaica and the other in Trinidad. 
A final item of interest to founders is the announce- 
ment that the orders which declared the manufacture 
of cast-iron pipes and steel castings to be pioneer 
industries have now been revoked. 


Mexico: In spite of the fact that during the year the 
balance of payments figures showed a.constant net 
deficit the final figures at the end of the year showed 
a deficit of only 29 millions with total reserves stand- 
ing at 440 millions. This is a very considerable sum, 
and is a reflection of the healthy economy of the 
country. It is reported that the project for the setting- 
up of a steel plant a Manzanillo, which was previously 
reported to have been cancelled,is now being considered 
anew on the basis of private Mexican capital, invest- 
ment by the Credit Lyonnais guaranteed by Nacional 
Financiera, and technical co-operation from the 
Colorado Fuel and Iron Company. No decision has 
yet been taken as to the location of the plant. The 
American Smelting & Refining Company, have started 
preliminary work on an electrolytic zinc smelter, in 
co-operation with their affiliated company “ Mexicana 
de Zinc §.A.,” at Nuevo Rosita. Their preliminary 
investment is 125 million pesos. With regard to 
mineral production during the first ten months of 1957 
as compared with the same period of 1956, production 
of gold remained stable whilst that: of zinc feli, and 
that of silver, copper and lead increased. During 
December the United Kingdom retained its modest 
position as the fourth most important supplier and the 
fifth most important purchaser. 


Persian Gulf.States: The contract for the construc- 
tion of a new port has been awarded to Pomeroy- 
Hawaiian Dredging for the sum of $23,481,000. It is 
understood that dollar expenditure in respect of equip- 
ment will be limited to those items which cannot be 
obtained from the sterling area, This project should 
not, therefore, be without interest to United Kingdom 
firms. It was decided at a meeting of the Development 
Board, held at the end of October, that the Board 
should have the right to accept the registration of any 
company, at any time, if it should appear that such 
registration would be to the general benefit of the 
State, provided that the company should appear to be 
financially and technically competent to execute major 
projects, Any British firm wishing to tender for Kuwait 
Government contracts, which has not so far registered, 
may now have their name put forward by their 
Kuwaiti associates at any time. The projected con- 
struction of two principal highways with a total length 
of approximately 25 miles, a part of which will link 
Kuwait and Mina al Ahmadi, the oil port, may mean 
the awarding of substantial contracts in the future. A 
number of representatives of British firms visited Doha 
during the last two months of 1957; each seemed to 
be satisfied with the amount of business which his 
agent was obtaining. 
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tesy of D. H. Products 
Ltd., Slough. 


W. J. HOOKER LTD.| 
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News in Brief 


(Continued from page 364) 

sentatives was Sir Archibald Forbes, chairman of 
the Iron and Steel Board, and Sir Lincoln Evans, 
deputy chairman; Mr. R. P. Morrison, Q.c., indepen- 
dent chairman of the British Iron and Steel Federa- 
tion, and Mr. F. C. Braby, head of the Engineering 
Employers’ Federation. The newly-painted portrait 
of the Queen, given to the Cutlers’ Company by 
Thos. W. Ward, Limited, was shown for the first 
time, and the artist, Commander Denis Fildes, was 
a guest at the Feast. 

Mr. N. C. EARLL, general works manager and 
director of Aveling Barford, Limited, of Grantham, 
said at the annual dinner of the Leicester and Notting- 
ham Industrial Accident Prevention groups at the 
Grand Hotel, Leicester, on March 19, that the com- 
pany’s works-safety policy had reduced the hours of 
work lost through reportable accidents from 17,000 in 
1945 to 1,700 in 1957. He referred to the presence of 
factory inspectors at the dinner, and said, “ How 
wonderful it would be if they could go into the fac- 
tories of the people who make the machines we use 
so that when we get the machines they would be safe. 
I wonder whether the safety could not be done at the 
manufacturers’ works rather than at the customers.” 

THE PURCHASING OFFICERS ASSOCIATION announce 
that following the Advanced Purchasing Course at 
Oxford, Mr. Howard T. Lewis, A.M., LL.D, (Professor 
(Emeritus) of Marketing, Graduate School of Business 
Administration, Harvard University) will be addressing 
a series of meetings in industrial centres. His subject 
will be “What’s Ahead for Purchasing?” Business 
executives, whether directly concerned with purchasing 
or not, are cordially invited to attend these meetings 
which will be held in the following centres:— 
Birmingham (Grand Hotel), Monday, April 21, 7 p.m. 
Manchester (Grand Hotel), Wednesday, April 23, 7.15 
p.m.; Leeds (Hotel Metropole), Friday, April 25, 
7.30 p.m.; Glasgow (St. Enoch Hotel), Monday, April 
28, 7.30 p.m.; Newcastle-upon-Tyne (Literary and 
Philosophical Hall), Wednesday, April 30, 7.30 p.m.; 
Bristol (Royal Hotel), Friday, May 2, 7.30 p.m.; London 
(Royal Society of Arts, John Adam Street, London, 
W.C.2), Monday, May 5, 6.45 p.m. 

Mr. JOHN A. WHITNEY, American Ambassador to the 
Court of St. James, proposed the toast to “ The Industry 
and Trade of Coventry” at the annual banquet of 
the Coventry Chamber of Commerce. Mr. Whitney 
said that despite the current recession in America, 
public confidence in the country’s economic outlook 
remained high. The present recession was chiefly 
concentrated in one limited part of the whole economy, 
the sale of consumer durables. Automobiles had a 
special significance and a slump in Detroit reached 
almost instantly into steel production and into many 
other important industries. The current contraction 
was not much different in degree from the contractions 
of 1948-49 and 1953-54. Certainly it was not yet more 
severe. There were several factors which demonstrated 
the limited nature of the recession, Mr. Whitney 
stressed. Responding to the toast, Mr. Alick S. Dick, 
president of the Coventry Chamber and managing 
director of the “Standard Motor Company, Limited, 
warned British industry that there would be an immense 
battle for trade following upon any general reduction 
of armaments. He advocated emulation of the 
Americans in their acceptance of intense competition. 
not only among companies but among individuals, and 
in their recognition of the fact that their country owed 
them, as individuals, nothing more than they were pre- 
pared to contribute. 
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A CAMPAIGN FOR HIGHER PRODUCTIVITY was inaugur- 
ated by Kidderminster and District Productivity Com. 
mittee at a luncheon in Kidderminster on March 17, 
Sir Charles Norris, director of the British Productivity 
Council, addressing the assembly said he had been 
inspired by the progress of the 109 productivity com. 
mittees now formed in Britain but added there was 
still a large section groping about in the darkness of 
out-moded techniques and relations and it was only by 
hard slogging that industry would win through. Mr, 
Lewis T. Wright, chairman of the British Productivity 
Council said that the sands would soon be running out 
for Britain as a major industrial nation unless she 
could raise efficiency and output per manhour in 
factories. The time was fast approaching when manv- 
facturers would no longer be able to pass on higher 
production costs to the consumer. Mr. Wright said, 
raising productivity could be achieved by thinking more 
about production techniques, and increased productivity 
could be achieved without the re-equipment of 
factories if all aspects of work study were considered 
and applied. He went on to say that responsibility for 
the introduction of new ideas rested with the employers; 
if they showed no interest they could not expect interest 
from the workers. He concluded by saying that if 
the European Free Trade Area plan brought reasonable 
harmony in labour costs, clearly the principal factor 
in competition would be efficiency, The campaign 
included a materials handling exhibition at .Kidder- 
minster. 


Exhibition Briefs 


Among the many exhibitors at the Electrical Engi- 
neers Exhibition, currently being held at Earls Court, 
the following will be of interest to the foundry trade 
(the exhibition closes on March 29):— 


CrYPTON EQUIPMENT, LIMITED, of the Lancashire 
Dynamo Group, will exhibit a range of battery- 
charging equipment, together with examples of a new 
range of specially designed vehicle battery chargers. 
Exhibits will also include a portable engine starter 
for use on railway applications, a voltage-controlled 
electric-organ supply rectifier using germanium diodes 
and an ac/Dc laboratory supply equipment incorporat- 
ing a Nife 10-cell batterv. 


FOSTER TRANSFORMERS, LIMITED, of the Lancashire 
Dynamo Group, will be exhibiting (Stand D.5) items 
from their range of testing equipment, including a 2.5 
kv portable flash-test set and their standard oil-test set, 
They will also show various metal-clad and cast-resin 
low voltage transformers for use in conjunction with 
portable tools, and a range of current transformers. 
Also of interest will be a 1,500 kva distribution trans- 
former showing winding and core construction. 


LANCASHIRE DYNAMO AND CrypPTO, LimiTeED, of the 
Lancashire Dynamo Group, Victoria Embankment, 
London, S.W.1, will be exhibiting (Stand D.5) two new 
items of equipment. The first of these is a small forced 
ventilated “torque” motor having an output of 
approximately 50 lb. in. from 0-900 r.p.m. for use as 
a continuous spring for reeling and similar drives. 
Secondly, in addition to their standard range of 4 in., 
6 in. and 8 in. non-flameproof brakes, the company 
will exhibit a flameproof “ Buxton” certified motor 
and flameproof 6 in. brake. 

Other exhibits will include a telegraph power plant 
motor-generator, a standard single-operated welding 
generator, a new design of geared unit and a new 
364U 40 h.p. motor. 
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This new multi-purpose plastic goggle with many attractive 
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Contracts Open 


The dates given are the latest on which tenders will be 
accepted. The addresses are those from which forms of tender 
may be obtained. Details of tenders with the reference BSB 
can be obtained from the Board of Trade Export Services 
Branch, Lacon House, Theobalds Road, mn, C.1 
(telephone: CHAncery 4411, ext. 738 or 771), unless otherwise 


stated. 

GLASGOW, April 5—Supplies required by Water Department 
for one year from June 1, for City Council, include castings, 
spigot and socket, and valve cases, etc. Documents from 
the Chief Engineer and General Manager, Water Department, 
50, John Street, Glasgow, C.1. , 

CORK, EIRE, April 11—Construction of Clondulane sewerage 
scheme includes construction of 27 lin. yd. 9-in. dia. cast-iron 
sewers and 20 lin. yd. 4-im. dia. cast-iron sewers. Documents 
from the secretary, Cork County Council, Annabella, Mallow, 
on payment of £1 per set, not returnable. ‘ : 

LEEDS, April 11—Cast-iron throttle pipe im connection with 
construction of restricted outlet. Documents from the city 
engineer, D. Currie, Civic Hall, Leeds, 1. ce 

LIMAVADY, LONDONDERRY, March 31—Providing and 
laying of approximately 120 lin. yd. of 9-in. dia. spun-iron 
sewers, together’ with the construction of 14 manholes and 
septic tank at Gortgare, for Rural District Council. Docu- 
ments from W. and M. Given, 1, Waterside, Coleraine. 
Deposit £2 2s. 

BLOFIELD AND FLEGG, April 28—Provision and laying of 
approximately 17 miles of _——— mains ranging from 6- to 
3in. dia. Specifications, etc., from the Council’s consulting 
engineers, John Taylor & Sons, Artillery House, Artillery 
Row, Victoria Street, Westminster, London, §8.W.1, upon 
payment of £5 5s. deposit, by cheque only, made’ payable 
to Blofield and Flegg Rural District Council. : 

BATHAVON, April 28—Construction of about 400 lin. yd. of 
4in. dia. spun-iron_rising main and sewage disposal works. 
Documents from Willcox, Raikes & Marshall, 33, Great 
Charles Street, Birmingham, 3. 

HODDESDON, April 12—Furnishing and laying about 6,000 
yd. of 18in., 12-in., and 6-in. spun-iron pumping mains. 
Applications to D. Balfour and Sons, consulting engineers, 
131, Victoria Street, Westminster, S.W.1, accompanied by a 
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cheque deposit of £5, made payable to the Hoddesdon Urban 
CARMARTHEN, April 28—Supplying, excavating for, lay- 
ing, jointing, maintenance and ancillary work of the following 
ipelines: approximately 900 lin. yd. 5-in. dia. and 7, 
in. yd. 3-in. dia. spum-iron pipes with flexible joints. 
(Contract No. 1.) Documents from John Jones, Clerk of the 
Council, Rural District Council Offices, Spilman Street, 
Carmarthen. ‘ 
UNION OF SOUTH AFRICA, April 25.—Aluminium 

SOUTH AFRICA, April 25—Aluminium cocking pots. 
(ES B/7138/58.) 

SALVADOR, April 8—Galvanized iron pipes and fittings. 
(ESB/7175/58.) 

INDIA, April 8—Axle-box bearings. (ESB/7690/58.) 


Forthcoming Events 


MARCH 31 
Institute of British Foundrymen 
Sheffield and district. branch:—* Production of Aircraft-engine 
Castings,” by C. W. Hicks, 7 p.m., at the Sheffield 
College of Commerce and Technology, Department of 
Engineering, Pond Street. 
APRIL 1 
Incorporated Plant Engineers 
Edinburgh branch:—* Development of Diesel Traction on 
British Railways,” by V. Atkinson, 7 p.m., at 25, Charlotte 
Square. 
APRIL 2 
Incorporated Plant Engineers 
Southern branch:—Visit to Hamworthy Engineering, Limited, 
followed by lecture on “‘ Automation in the Boiler House.” 
APRIL 3 
Institute of Metals 
London local section:—Annual general meeting, followed b 
“New Protective Coatings for Metals,” by W. E. Ballard, 
6.30 p.m., at 17, Belgrave Square, London, S.W.1. 


Introducing the 


*“EYECARE’’ 
PLASTIC GOGGLE 


features in its design—features of safety and comfort will 


earn top marks for it from your employees. 


@ Snug-fit moulded frame in softest p.v.c. 

@ Extra impact resistance of -060-in. acetate lens. 

® Ventilation to suit the job. 

@ Wide angle vision. 

® Comfortable fit over prescription spectacles. 

@ Low cost. 
Illustrated is Type E.T.16 with -060-in. lens. Lens of -040-in. 
are available for lighter duty. Ventilation is provided by 
generous perforations (as shown) or by baffle port ventilators 


with gauze screens to prevent the entry of dust; also supp 
without ventilation. 


Sole Manufacturers: 


SAFETY PRODUCTS LTD. 


HOLMETHORPE AVENUE, REDHILL, Surrey 


*Phone : Redhill 4304/5 
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Personal 


Mr. H. VALBERG has been appointed as works man- 
ager of Argus Foundry, Limited, Glasgow. 


Mr. J. F. CHAMBERS has relinquished his position as 
works manager at Qualcast (Ealing Park), Limited. 


Mr. S. A. BERGEN, M.B.E., has been appointed chief 
development engineer of the Cambridge Instrument 
Company, Limited. 


The National Institute of Industrial Psychology has 
appointed Mr. J. D. HANDyYsSIDE, B.SC., to the post of 
controller of research, with effect from April 1. 


Brook Motors Limited, announce that Mr. T. Herp, 
who for the last 12 years has been manager of the 
Birmingham office of the company, will shortly be 
transferred to London to take over as general manager 
of the London sales office, 


Mancuna Engineering, Limited, Denton, Manchester, 
announce the appointment to their board of directors 
of Mr. R. A. LE Pace, M.a., formerly southern-area 
manager. Mr. N. S. STEDMAN assumes responsibility 
for the southern-area office in Surbiton. 


Laycock Engineering, Limited, has appointed Mr. 
R. P. FosTerR as area manager for the Midlands and 
north-west of England. Sales and service business for 
this area will be carried out from new premises in 
Crossfield Road, Trent Valley, Lichfield. 


Mr. A. W. PaGE has been appointed sales manager 
of the Igranic Electric Company, Limited, Bedford. 
He succceeds Mr. R. L. Paice, sales director of the 
company since 1948, who has relinquished that position 
to concentrate on the special business of the board. 


Obituary 


The death occurred on March 16 of Mr. ROBERT 
PaxTON, who was master of works with John Brown & 
Company, Limited, Clydebank. 


Mr. WILLIAM HENRY ROBINSON, a partner in the 
firm of Robinson & Knee, Limited, patternmakers, 
of Nechells, Birmingham, died on March 17 at the 
age of 59. 


Mr. J. D. FLETCHER, former export manager and vice- 
president of Caterpillar Tractor Company, Peoria 
(Illinois), has died. Since his retirement, Mr. Fletcher 
has been living in California. 


Mr. JosEPH SMITH, who has died at the age of 62, 
had for the last three years been deputy chairman of 
Edwin Danks & Company (Oldbury), Limited, a firm 
he joined as an apprentice in 1909. 


Mr. WILLIAM Tom BENTLEY, a director of the 
Bentley Engineering Company, Limited, Leicester, died 
on March 17 at the age of 84. He was a brother of the 
_ Mr. P. A. Bentley, who was the founder of the 

rm. 


The death has taken place of Mr. MAURICE SLATER, 
chairman of C. & L. Hill, Limited, brassfounders, of 
Willenhall, and former managing director of John 
Harper & Company, Limited, general ironfounders. 
He was 84. 


The death has occurred of Mr. ROBERT FERGUSON 
CAMPBELL, former export manager of Shanks & Com- 
pany, Limited, Barrhead, Renfrewshire. Mr. Campbell, 
who had been in the export department since its forma- 
tion, retired in 1953. 
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Mr. RICHARD TEMPLE, who died recently, was respop- 
sible for the formation of the International Tip 
Research Council. He was one of the first public 
relations consultants. Mr. Temple was consultant to 
many leading institutions and industries, and advised 
the four main-line railway companies on their “ square 
deal” campaign and on their public relations during 
the last war. He was also well known in the hotel 
industry as a director of, in turn, the Savoy and the 
Dorchester. Mr. Temple was 65. 


Mr. JoHN ALEXANDER BROWN, a former director of 
Allied Ironfounders, Limited, died on March 15 at the 
age of 78. Mr. Brown retired in 1955 after 60 years 
in the ironfounding industry. At the time of his retire. 
ment he was managing director of the Forth & Clyde 
& Sunnyside Iron Companies, Limited, Falkirk, and 
Dobbie Forbes & Company, Limited, Larbert. Mr. 
Brown joined the Forth & Clyde & Sunnyside Com- 
panies in 1895, and served as joint managing director 
from 1920 until the retirement of his brother in 1947, 
when he continued as sole managing director. He 
became managing director of Dobbie Forbes & Com- 
pany, Limited, when that firm joined the Allied Iron- 
founders group in 1930. He was elected to the board 
of Allied Ironfounders in 1934. 


Mr. J. A. C. Cowan, works manager of the Clyde 
Ironworks of Colvilles, Limited, died on March 18. He 
studied mechanical and electrical engineering at the 
Heriot-Watt College, Edinburgh, and joined Metro- 
politan-Vickers, Limited, where for 17 years he did 
construction work at home and overseas. Eventually 
he became the company’s Scottish representative in 
charge of steelworks’ equipment. In 1938 he was 
seconded to the plant engineering department of 
Colvilles, and 1942 was appointed chief engineer at 
the Clyde Ironworks. He relinquished that post to 
become works manager in charge of construction at the 
new Ravenscraig steelworks, Motherwell, and when 
the plant was brought into production last summer he 
was appointed works manager of the Clyde Ironworks, 


Application for Drawback of Duty on Fittings 
for Cisterns 


The Board of Trade give notice that they are con- 
sidering an application for drawback of duty in respect 
of imported sets of metal or rubber fittings for water- 
closet cisterns when incorporated in exported ceramic 
closet suites. Each imported set of fittings is to com- 
prise: —(a) Flush valve; float valve; tank lever; over- 
flow stand pipe; ball cock and rubber ball; or () the 
fittings mentioned. above plus a plated metal-elbow 
flush bend. 


Any representations which interested parties may 
wish to make should be sent in writing to the Board 
of Trade, Tariff Division, Horse Guards Avenue, 
London, S.W.1, not later than April 10. 


Pig-iron Production 

Pig-iron stocks are still piling up. At the end of 
January reserves in hand at the steelworks and foun- 
dries exceeded 1,400,000 tons, an increase of nearly 
500,000 tons in 12 months. Foundry requirements 
are still very limited, but the steelworks require large 
tonnages of basic iron, and there is no hint of any 
of the blast furnaces going out of production. 

Scrap is also more plentiful, but the current trend 
is to increase the proportion of pig-iron in the steel 
furnace mixtures. 
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... Output per hour guaranteed too ! 


Dry Sand Guarantee 


Install an Oil or Gas fired Polford ” 
ROTARY SAND DRIER. 

Take a firm stand for the 
Polford range of Plant and 
Equipment—it’s a name 
relied upon by the foremost 
Foundries in the world ! 


Write for a copy of our 
fully illustrated Catalogue. 


Polford 


THE POLFORD ENGINEERING CO. LTD., BISHOP AUCKLAND 
county DURHAM 


Tel: BISHOP AUCKLAND 41/3 
Specialists in Foundry Equipment and Materials Handling Plant 


ALL TYPES OF MIXERS, FURNACES, DRIERS, VIBRATORY SCREENS, VIBRATORY KNOCK-OUTS, SAND CONDITIONING UNITS, ELEVATORS, CONVEYORS, HOPPERS, etc. 


PE/PPPS/16 


marcy 27, 1958” FOUNDRY TRADE JOURNAL 369 j 
j 
[| | 
ANN 
he 
d 
: 
xx | 
de 
le 
he a 
id 
q 
q 
y j 
d 
| q 
install FOUNDRY PLANT & EQUIPMENT by | ; 


New Patents 


(Copies of complete specifications are obtainable from the 
Patent Office, Sales Branch, 25, Southampton Buildings, 
Chancery Lane, London, W.C2, price 3s. 6d.) 


787,833. A. B. Smith and C. R. Smith, the Foundry, 
Stewart Street, Wolverhampton, Staffs. 

A method of reinforcing shell mould or core parts. 
A backing layer of sand and thermosetting resin and 
a suitable corebinder is moulded on to the reverse face 
of the shell, or core parts, in a space defined by a 
contour plate following approximately the front face 
of the pattern, so as to form a system of supporting 
ribs, bosses and pillars. The contour plate is then 
stripped from the backing and the reinforced shell 
part, while on the pattern, is cured by heat. After its 
final curing and hardening it is removed from the 
pattern and is ready for use as a component of a 
mould. Patent No. 787,834 refers to apparatus for 
carrying out the method of reinforcement of mould 
parts. 


787,932. Ilario Properzi, via Cosimo del Fante, 10, 
Milan, Italy. 

This patent contains improvements to the continuous- 
casting machines described by the inventor in his main 
patent No. 764,193. (FouNDRY TRADE JouRNAL, Feb- 
ruary 14, 1957.) 


787,960. Magnesium Elektron, Limited, Lumm’s Lane, 
Clifton Junction, near Manchester, Lancs. 
Multi-channelled devices for use in the removal of 
insoluble, hard metallic particles, in particular in 
magnesium-base alloys containing zirconium or man- 
ganese. 


788,813. A. B. Svenska 
Sweden. 
Method and apparatus for the production of a 
number of metal ingots in succession. These are dis- 
charged from the die practically in a vertical direction. 


789,058. John Stanley Nelson, 249 Hertel Avenue, 
Buffalo, New York, USA. 

A permanent mould for making cast link chain of 
aluminium or bronze. The idea behind the invention 
is to produce commercial quantities of this chain in a 
practical and economic manner. 


789,308. Mo Och Domsjo AB. Ornskoldsvik, Sweden. 

A method of making a composition for use in pro- 
ducing sand cores or other sand-moulding components. 
To sand, as a binder, is added at least one fatty acid 
ester in the form of a core oil, and a pulverulent 
water-soluble cellulose derivative. The amount is from 
ig 2 parts by weight to 100 parts by weight of the 
sand. 


789,657. Societe D’Electro-Chimie, D’Electro-Metal- 
lurgie et des Acieries Electriques'D’Ugine, 10 Rue 
du General Foy, Paris, 8, France. 

The production of simple cast, ferrous ingots, by 
first coating the mould with molten slag, which is dis- 
placed when the metal is cast into the mould. 


789,721. 
Derby. 
This invention claims to facilitate the production of 
patterns including inserts for use in casting processes 
in order that accuracy will be obtained in the finished 
part. A co-patent No. 789,722 refers to a new method 
of preparing refractory inserts which are intended to 
be locked into the pattern forming it, that is to say 


‘Metallverken, Visteras, 


Rolls-Royce, Limited, Nightingale Road, 
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inserts which are formed prior to, and apart from, 
the process of forming the mould proper. 


789,769. Austenal Laboratories In., 
Street, New York, USA 
An improved method of making expendable refrac- 
tory casting moulds, of particular use in precision 
casting. Also described is a better method of making 
castings in moulds of this type. 


224 East 39th 


Company News 


H. & J. Hitt (WILLENHALL), LIMITED, general iron- 
founders, of Willenhall (Staffs}—The company is 
declaring a final dividend for 1957 of 174 per cent, 
making 25 per cent., compared with 30 per cent. in 
the previous year. Profit is £20,151 (£26, 309), and net 
profit after taxation is £8,648 (£10,430). 


R. W. CRABTREE & Sons, LIMITED, printing machin- 
ery manufacturers, of Leeds—An increase of 1 per 
cent. to 7 per cent. for 1957 in the dividend on the 
£1,200,000 ordinary stock is announced. Subject to 
audit, and after heavier tax of £217,593 (£193,009), 
group net profit is up by some £7,800 at £174,924, 
compared with £167,116. 


CLARKSON (ENGINEERS), LIMITED—A final dividend of 
124 per cent. makes 20 per cent. on £300,000 ordinary 
for the year ended November 30, 1957. Group profit 
of £271,084 compares with an adjusted figure of 
£220,148 for the previous year, when profits included 
those of two subsidiaries for 11 months. UK and 
overseas tax absorbs £132,977 (£118,300), leaving a net 
profit of £138,107, against £101,848. 


G. D. Peters & Company, LIMITED, railway and 
road rolling stock equipment, etc., manufacturers, of 
Slough—The final dividend is being raised to 74 (5) per 
cent., making 10 per cent. for the year to December 28, 
1957, on the £607,500 one-class ordinary, against 7} per 
cent. for 1956. Net profit increased from £79,391 to 
£124,988, after a heavier tax charge of £128,000 
(£85,500). Subject to CIC consent, it is proposed to 
increase the capital to ‘£1,000,000, and to make a one- 
for-three scrip issue. 


Recent Wills 


Eason, Eric, former works manager of the Redcar 
works of Dorman, Long & Company, Limited ... 

Pickin, JoserH, formerly a director of Alfred Herbert, 
Limited. machine-tool makers, etc., of Coventry 

Groom, S. L., late chairman and managing director 
of the Carrier Engineering Company, Limited, 
London. S.W.1 

* chairman amd managing director 
of Job Wheway & Son, Limited, manufacturers 
of pulley block chains, of Walsall (Staffs)... 

Cnaytor, J. C., a director of J. W. Woolley & Com- 
any (Southern), Limited, sterilizing and water 
som plant mamufacturers, of Two Gates, 
Tamworth (Staffs), Loheat, Limited, Hungerford, 
and Electroblock, Limited, Two Gates 

Wesson, A. J., former chairman and managing 
director of W. Wesson & Company, Limit 
steelmakers, of Moxley, Wednesbury (Staffs), A 
director of Nuts & Bolts (Darlaston), Limited, 
and of the Moxley Rope Works Company, Limited 


£8,357 
£161,671 


£649,954 


£84,646 


£47,873 


£49,293 


SCUNTHORPE railway and civil engineers, Eagre Con- 
struction Company, Limited, has purchased the entire 
share capital of the Isca Foundry Company, Limited, 
Newport (Mon), which manufactures railway points and 
crossings. The latter company, which for about 100 
years has been the family business of Laybourne, will 
continue to trade under its own name. It employs 
about 70 people. 
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Shot-Blast 
Machine 


BAKER PERKINS 


WESTWOOD WORKS - PETERBOROUGH 


3 S| FOUNDRY TRADE JOURNAL 371 
m, 
; BAKER PERKINS Shot Blast Equipment | 
on 
ng 
ay = 
=) 
| a 
| | 
| | j 
= a 


372 


Raw Material Markets 
Iron and Steel 


The pattern on which the ironfoundries continue to 
be employed has shown little variation for many 
months. The biggest call is for high-duty castings, 
with the motor vehicle trades maintaining a high level 
of demand. This enables the foundries concerned to 
obtain appreciable outputs, and these units continue to 
be the most favourably employed. Other branches of 
the engineering and speciality foundries are also able 
to obtain fairly satisfactory outputs with the orders 
they are receiving from many other trades which utilize 
high-duty castings. There has, however, been an 
appreciable decline for castings from the machine-tool 
industry and some of the foundries which cater chiefly 
for this trade are slacker than they have been for some 
time past. 

In the light foundry trades, the scarcity of orders 
prevents them from improving on their moderate out- 
puts, and business for the textile and many of the 
jobbing foundries is also dull. For the mechanized 
plants at many of these foundries a much larger inflow 
of orders is required to keep them fully employed, but 
it has not been possible to obtain maximum production 
for some time and prospects are not too hopeful of 
any appreciable improvement in the near future. 

The foundries in general are able to obtain the grades 
and quantities of pig-iron of their choice, Low- 
phosphorus irons are in biggest demand, and producing 
furnaces are able to dispose of their makes without 
much difficulty. Hematite is in fairly good demand 
and plentiful supplies are available. Refined irons can 
also be obtained without difficulty, and makers could 
undertake increased business. Some orders are being 
booked for hematite and refined irons for overseas 
customers, but competition continues very keen from 
foreign producers. 

High-phosphorus irons are more than adequate to 
meet present demands, and a quantity is available for 
shipment abroad when orders can be obtained. There 
is very little forward buying in pig-iron, and only a 
sufficient working stock is being kept by most of the 
foundries. The furnaces are able to fulfil promptly any 
urgent demands for supplies. 

Foundry coke deliveries are satisfactory, and 
adequate supplies of scrap, ganister, limestone, and 
firebricks are available. 

Most of the re-rollers are short of orders and are 
working well below capacity levels. The light mills 
are finding business scarce for small bars and light 
sections. For the heavier sizes the demand is lower 
than it has been for some time, resulting in short-time 
working at many units. 

Home steelworks can easily satisfy the present 
demands for steel semis and stocks at the re-rollers 
are being reduced to a minimum. With the decline in 
demands for bars and sections, these stocks have not 
been used up as quickly as expected, so that fresh 
business is scarce and orders which arise are only for 
current business. 


Non-ferrous Metals 


The reduction in the Bank rate last Thursday by a 
full 1 per cent. to 6 per cent—the first change since 
it was advanced to 7 per cent. on September 19, 1957. 
came as a welcome surprise. It is difficult to know 


how much the lower Bank rate contributed to the 
better copper market last week. There are many who 
aver that the improved: performance on Wall Street 
and the continued activity in the US futures market 
allied to Continental demand and the knowledge that 
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electrolytic copper is not too easily obtainable would 
have seen the copper price higher, changed Bank Tate 
or not. In any event it was not a bearish factor, 

Hard on the heels of the lower Bank rate came the 
news that the US custom smelter price had been raised 
by 4 cent to 234 cents, at which level reasonably active 
trading conditions prevailed. This move certainly 
helped the market to absorb subsequent profit taking 
US producers are still clinging to their 25 cents q 
pound quotation and, despite the narrowing of the 
price gap with the custom smelter quotation, confid- 
ence is not strong that the producers can continue to 
hold their price and do any reasonable volume of 
business. US scrap hardened to 18 cents a pound and 
= Belgian Congo price has again been raised fraction- 
ally. 

The general copper position is interesting. The 
supply/demand picture in Europe is roughly in balance 
with copper at its present price, But the US situation 
continues gloomy, with consumers not only continuing 
to run down their stocks but also booking fewer orders, 
There is then the possibility in view that should Euro- 
pean demand rise to the point of outrunning available 
supplies the LME price would obviously have to be 
raised to a level which would make it worthwhile for 
copper to be sold on the market from the United 
States. One certain shortage is that in wire bars and 
the Continent is paying a premium of up to £12 per 
ton for metal delivered before the end of April. 

Tin is a softer market on both sides of the Atlantic. 
In London prices have drifted lower and the, buffer 
stock manager has been buying small quantities once 
again at the support price of £730 a ton. Nevertheless, 
the overall position still indicates higher prices in the 
near future. At present the real snag is the poor 
showing of the US steel industry and lack of any 
demand for automobiles. The rumour from New York 
last week that the International Tin Council. might 
advance the date of its next meeting was effectively 
scotched by the council’s secretary, Mr. W. Fox, who 
reiterated that the meeting was fixed for April 29 and 
no conversations had taken place to alter the date. 
The rumour was based on the belief that it would be 
made necessary because’ of the serious economic situa- 
tion arising from the tin export quotas in Bolivia and, 
presumably, Malaya. In the US the price has fallen 
to around 93 cents a pound. 

In lead and zinc the essential news has been the 
announcement by the director of O.D.M. that US 
Government stockpiling of domestically mined lead and 
zinc was to stop, This had been expected. It is under- 
stood—but not officially confirmed—that Government 
buying will cease in June or July. This may well lead 
to increased pressure arising from US domestic pro- 
ducers for the imposition of tariffs on imported metal. 
Otherwise lead in London was firmer on the Bank rate 
and the better copper price, although activity was not 
brisk. In the US the market is quiet and the price 
13 cents a pound. 

Zinc also firmed up in sympathy with copper and 
the cut in the Bank rate. However, the metal is not 
too strong in London as the low price has precluded its 
shipment to the US and it has also to contend with 
offerings from Russia. In the US the market is quiet 
and the price is 10 cents a pound. 


Tue 10th ANNUAL first-aid competition organized by 
the Sheffield Area Industrial Group of the Royal Society 
for the Prevention of Accidents, was held on March 15. 
A team from John Baker & Bessemer, Limited, Rother- 
ham, won the Kemsley “ First Aid Competition ” Cup, 
Second in the competition was Wm. Jessop & Sons, 
Limited, with Thos. Firth & John Brown, Limited, third. 


MA 
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In this type of sand mixer 


‘FULBOND’ ensures an even mix 


with higher permeability and strength. 


For service and information write to : 


8 373 

Patteson Court, Nutfield Road, Redhill, Surrey 
CMF. 20 


374 


FOUNDRY TRADE JOURNAL 


MARCH 27, i958 


Current Prices of Iron, Steel, and Non-ferrous Meials 


( Delivered unless otherwise stated) 
March 26, 1958 


PIG-IRON 

Foundry Iron.—No. 3 Iron, Cuass 2:—Middlesbrough, 
£21 6s. Od.; Birmingham, £20 18s. 3d. 

Low-phosphorus Iron.—Over 0.10 to 0.75 per cent. P, 
£23 17s. Od., delivered Birmingham. Staffordshire blast- 
furnace low-phosphorus foundry iron (0.10 to 0.50 per cent. 
P, up to 3 per cent. Si), d/d within 60 miles of Stafford, 
£24 1s. 3d. 

Scotch Iron.—No. 3 foundry, £25 3s. 6d., d/d Grange- 
mouth. 

Cylinder and Refined Irons.—North Zone, £25 19s. 0d.; 
South Zone, £26 Is. 6d. 

Refined Malleable.—P, 0.10 per cent. max.—North Zone, 
£27 6s. 6d.; South Zone, £27 9s. Od. 

Hematite.—Si up to 2 per cent., S. & P. over 0.03 to 0.05 
per cent.:—N.-E. of England (local iron), £25 6s. 6d.; 
Scotland (Scotch iron), Zone 8.1, £25 13s. Od.; Sheffield, 
£26 15s. Od.; Birmingham, £27 4s. 0d.; Wales (Welsh iron), 
£25 6s. 6d. 

Basic Pig-iron.—£20 3s. 0d., delivered Staffs, Derbyshire, 
Notts, Lincs, Rutland, Northants, and Leics. 


FERRO-ALLOYS 
(Per ton unless otherwise stated, delivered) 

Ferro-silicon (6-ton lots and over)—45 per cent. Si, 
£47 10s. Od. to £48 Os. Od., scale 17s. Od. per unit; 75 per 
cent, Si, £67 0s Od. to £67 10s. 0d., scale 17s. Od. per unit. 

Ferro-vanadium.—50/60 per cent., 26s. 6d. per Ib. of V. 

Ferro-molybdenum.—65/70 per cent., carbon-free, 12s. 6d. 
per lb. of Mo. 

Ferro-titanium.—20/25 per cent., 2-3 per cent. Cu, 
£250 Os. Od.; 38/40 per cent., commercially carbon-free, 
£299 Os. Od. 

Ferro-tungsten.—80/85 per cent., 8s. 6d. per lb. of W. 

Tungsten Metal Powder.—98/99 per cent., 1ls. 6d. per 
Ib. of W. 

Ferro-chrome (6-ton lots and over).—4/6 per cent. C, 
£91 10s. Od., basis 60 per cent. Cr, scale 30s. Od. to 30s. €d., 
per unit; over 6 per cent. C,£87 10s. Od., basis 60 per 
cent. Cr, scale 30s. 6d. per unit; 2 per cent. O,* 
2s. 1d. to 14d. per lb. Cr; 1 per cent. C,* 2s. 14d. per Ib. Cr; 
0.15 per cent. C,* 2s. 24d. per Ib. Cr; 0.10 per cent. C,* 
2s. 22d. per Ib. Cr; 0.06 per cent. C,* 2s. 3d. per Ib. Cr. 

— Chromium;—98/99 per cent., 7s. 3d. to 7s. 10}d. 
per lb. 

Metallic Manganese.—90/92 per cent., carbon-free, 
£282 Os. Od.; 96/98 per cent., £315 Os. Od. 

Ferro-columbium.—65/75 per cent., Nb + Ta, 20s. 9d. 
per lb., Nb + Ta. 


Ferro-manganese (home).—78 per cent., £83 Os. Od. 


SEMI-FINISHED STEEL 


Re-rolling Billets, Blooms, and Slabs.—Basrc: Soft, u.t., 
£33 1s. 6d.; tested, 0.08 to 0.33 per cent. C, £34 Is. 6d.; 
hard (0.41 to 0.60 per cent. C), £35 3s. Od.; silico-manga- 
nese, £44 2s. 6d.; free-cvtting, £37 5s. 6d. SremEns 
Magtin Acip: Up to 0.25 per cent. C, £41 7s. Od.; silico- 
manganese, £44 10s. Od. 


* Average 68-70 per cert. 


Billets, Blooms, and Slabs for Forging and Stamping, 
Basic, soft, up to 0.33 per cent. C, £38 16s. Od.; basic, hard, 
over 0.41 up to 0.60 per cent. C, £39 18s. 6d.; acid, up to 
0.25 per cent. C, £43 10s. Od. 


FINISHED STEEL 

Heavy Plates and Sections.—Ship plates (N.-E. Coast), 
£42 12s. Od.; boiler plates (N.-E. Coast), £45 2s. Od.; floor 
plates (N.-E. Coast), £44 1s. Od.; angles (N.-E. Coast), 
£40 6s. 6d.; joists (N.-E. Coast), £40 2s. 6d. 

Small Bars, Sheets, ete.—Rounds and squares, under 3 in, 
and flats, 5 in. wide and under, untested soft basic, 50 tong 
and over, £40 8s. 0d. (under 10 tons to 4 tons, £41 5s. 6d, 
under 4 tons to 2 tons, £41 10s. 6d.); hoop and strip, coils, 
£40 10s. Od.; uncoated strip mill coils, hot rolled, under 
3mm. to 12g., £45 16s. Od.; black sheets (hand mill), 24g, 
£59 4s. 6d.; galvanized corrugated sheets, 24g., £67 6s. 0d. 

Alloy Steel Bars.—1 in. dia. and up: Nickel, £69 9s. 6d; 
nickel-chrome, £100 12s. 6d.; nickel-chrome-molybdenum, 
£112 16s. 6d. 


NON-FERROUS METALS 

Copper.—Cash, £176 5s. Od. to £176 10s. Od.; three 
months, £176 5s. Od. to £176 10s. Od.; settlement, 
£176 10s. Od. 

Copper Tubes, ete.—Solid-drawn tubes, 1s. 7§d. per lb; 
rods, 192s. 9d. per cwt. basis; 20 s.w.g., 226s. Od. per cwt, 

Tin.—Cash, £730 Os. Od. to £730 10s. Od.; three months, 
£732 5s. Od. to £732 10s. Od.; settlement, £730 10s. Od. 

Lead (Refined Pig).—Second half March, £75 0s. 0d, 
to £75 Os. Od.; second half June, £74 17s. 6d. to 
£75 Os. Od. 

Zine.—Second half March, £63 “15s. Od. to £63 17s. 6d; 
second half June, £63 15s. Od. to £63 17s. 6d. 

Zine Sheets, etc.—Sheets, 15g. and thicker, all English 
destinations, £98 Os. Od.; rolled zinc (boiler plates), all 
English destinations, £95 15s. Od.; zinc oxide (Red Seal), 
d/d buyers’ premises, £85 10s. 0d. 

Brass Tubes, etc.—Solid-drawn tubes, Is. 44d. per lb,; 
sheets to 10 w.g., 146s. Od. per cwt.; wire, 2s. 2$d.; rolled 
metal, 146s. Od. per cwt. 

Brass (Brazing).—BS1400, B3 (65/35), £129; B6 (85/15), 
— ; BS249, —. 

Brass (High Tensile).—BS1400, HTB1 (30 tons), £188; 
HTB2 (38 tons), — ; HTB3 (48 tons), £185. 

Gunmetal.—BS1400, LG2 (85/5/5/5), £155; LG3 (86/7/5/2), 
£168; G1 (88/10/2/4), £222: (88/10/2/1), £212. 

Phosphor Bronze.—BS1400, PB1 (AID released), £240 
per ton. 

Phosphor Bronze Strip, ete.—Strip, 219s. 9d. per cwt.; 
wire, 3s. 5d. per Ib.; rods, 2s. 83d.; tubes, 2s. 83d.; chill 
cast bars: solids 2s. 10$d.; cored 2s. 11}d. (CHARLES 
CuiFFORD, LIMITED.) 

Nickel Silver, ete.—Rolled metal, 3 in. to 9 in. wide Xx 
0.056, 3s. 44d. per lb.; round wire, 10g. in coils (10 per 
cent.), 3s. 9d.; special quality turning rod, 10 per cent., 
} in. dia., in straight lengths, 3s. 8d. All prices are net. 

Other Metals.—Magnesium, ingots, 2s. 5}d. per Ib. 
Antimony, English, 99 per cent., £190 0s. Od. Quicksilver, 
ex-warehouse, £77 0s. 0d. Nickel, £600 0s. Od. Aluminium 
ingots, £197 0s. 0d.; aluminium bronze (BS1400), AB1, £194; 
AB2, £210. 
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